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Ahno was founded in January 2002 by Dr. Ke Yashi and is headquartered in Suzhou Industrial Park,
a Sino-Singapore cooperation area. Ahno, as an overall solution service provider of metal cutting tools,
provides one-stop service in the design, development, manufacturing, regrinding and technical support of
high-quality precision metal cutting tools. The specific products are solid carbide drills, indexable tools, end
mills, PCD tools, micro tools, medical device, coating, regrinding, tool management, and overall solutions for
projects.

The company has ISO9001 quality certification system and 1SO13485 quality certification system
certified by TUVSUD of Germany, and is an Engineering Research Center of Jiangsu Province, Vice director
unit of CMCTEA, and National Specialty Super New Giant.

In July 2024, Ahno officially joined the Sandvik Group.
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ISO ZEH! | I1SO Turning

Cutting Tool Technology

ZEHI AR 7] /3288 1SO 1832 RIS i EA

Turning Insert According to ISO1832 Code System

1
Example 1:

CNMG 120408

M

-
1 2 3 4 5 6 7 12 13 14
1. IRER 3. RE
1. Insert shape 3. Tolerance
%2 Bz 0% =iz AFAZE (mm) d m s
Symbol Shape Symbol Shape Permissible Deviation
A M A +0,025 +0,005 +0,025
~ 4 C +0,025 +0,013 +0,025
82°
B . (0] O N E + 0,025 + 0,025 + 0,025
v ' F +0,013 + 0,005 + 0,025
c 24 P Q 7 G +0,025 +0,025 +0,130
D R Q » H +0,013 +0,013 + 0,025
. ) +0,05-0,15> | +0,005 +0,025
E s (@) K +£005-0,15 | +0,013 +0,025
N d>rm L' +0,05-0,15° + 0,025 + 0,025
H <:> T M +0,05-0,15 +0,08-0,20° +0,130
3 N +0,05-0,15° +0,08-0,20° + 0,025
X v *Hf
U +0,08-0,25° +0,13-0,38° +0,130
L [ ] w L BB RN 2 IR RSTE (7150 1832 470 )
80\ Inserts with ground secondary cutting edges Depending on insert size ISO standard 1832
2. [5H 4, JIR N THE E4FE
2. Clearance Angle 4. Machining and Fastening Features
S B K= B S B S B o= B
Symbol Shape Symbol Shape Symbol Shape Symbol Shape Symbol Shape
[ — | — J
| |
A J, N 1o A 1] H 7 R 7
] i B =70-90°
B P B B
—_ e O] e
— T = R = R =
C \ B =70-90°
‘_\,!/7 B =70-90° B = 40-60°
[ B, By
D | . C B=a M L1 u
Rl B =70-90° (il B = 40-60
| B
E .
— [ Ty
E \ B = 40-60°
— |
a S BRI 00
X/ X’
G | G [:::E]:j Q N X Drawing or precise description
~/ [30° B =40-60 of indexable insert required
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Cutting Tool Technology ISO Turning | |SO E‘ﬁu
Tl 2:
Example 2:
1 2 3 4 5 6 7 8 9
5. JIEITIKE 6. IREE
5. Cutting Edge Length LI (00) Inch 6. Insert Thickness
TIE AR Insert Shape 357 EFE s(mm)
Shape Thickness
RYIEER d
IC Diameter d Q g @ é g @ 01 1,59
I | l<d | e—1 | | I
E) A A A A A g g
MM nch Size Size Size Size Size Size Size T 198
3,97 | 5/32 06
5 0,197 05 03 I:I:I:B 02 2,38
556 | 7/32 09
6 | 0236 06 12 2,78
6,35 | 2/8 06 07 06' 11 11 04
8 0315 08 05 m 03 318
9,525 | 3/8 09 1 09’ 09 16 16 06
10 | 0,394 10 3 3.97
12,7 | 4/8 12 15 12! 12 22 22 08 04 4.76
15875, 5/8 16 15 27 10
17,46 | 11/16 12 ¥
19,05 | 6/8 19 19’ 19 06 635
20 | 0,787 20
25 | 0,984 25 07 7,94
254 | 8/8 25 25" 25
32 | 1,26 32 09 9,52
7. Bf¥RE 8. TIHI7ZIRZ K 9. JIHIAM
7. Corner Radius 8. Cutting Shape 9. Feed Direction
37 #42 r(mm) RS E7 3hiA
Shape Radius Symbol Shape Shape
01 0,1
02 0,2 F | ; - ii
R
04 0,4
08 0,8
@ ; ) Eif
. 12 1,2 L
16 1,6
24 2,4
T | ; -~ —
DS
MO (BRI mm g11) N

Metric
(Diameter unit is mm)

@ ES b
(FEHIRTIRELL mm

00 =Yin} S

U

Inch
(Inch converts to mm)
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ISO ZFHl) | ISO Turning

Cutting Tool Technology

ERAEIHIZIAMESSIHEA

Carbide Insert Name Code

FERZRS|
Chipbreaker Index

CNMOG120408 - PMA

1 2 3 4 5 6 7 12 13 14
12, X EMH 13, BB X 14, M F#EE
12. Cutting Materials 13. Chip Breaking Area 14. Application
RS e S5 s Fig % HE
Symbol Material Diagram Symbol  Application Symbol Recommendation
P Steel F EHDI A SE:@
Finishing 1* choice
M THN
Stainless Steel a, S ¥*§j]l]l B d}j"\ﬁ’é
K S5k A Semi Finishing 2" choice
Cast Iron
RFEMT
N BBERE M Medium
Nonferrous Metals R Machining
SENN T A% M "
S Supper Alloy R T
S Roughing
H e
Hard Materials F e >
H E17H) X Cfﬁ%r{ejgzig
- Heavy Roughing Recommended
. Wiper &£7]
U A w Wiper Insert
General
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Cutting Tool Technology

ISO Turning | 1SO Z=H)

NIk
Example:
1 2 4 5
EEFS BiEA 15
Function No. Description Description
1 AHNO il
ERAS +CVD v £REIE +PVD
Carbide +CVD Cermet +PVD
BREAS +PVD | EREWE
gﬁﬂj*j*ll-& Carbide +PVD S:I/on Ce\ramlcs
2 RS CBN W BAEE
Basic Substrate and Coating Whisker Ceramics
Code
BWRaE
PCD N Car;idf:l
TREMEE
Cermet
R N LR
Steel Nonferrous Metals
3 R R s MM
Flrstiecc_)mn_wended Stainless Steel Supper Alloy
pplication
ik H KL
Cast Iron Hard Materials
01 10 20 30 40
- MEEIE
4 ISO M ASEE Wear Resistance
ISO Application Range g
Toughness
5 RIIRED
Series Code

09\ PAGE



ISO ZEH! | I1SO Turning

Cutting Tool Technology

FI3% - Loong BERFIZERIME—1

AHNO Loong Series-Turning Grade Overview

R A
Turning Materials Application
U mETE THH¥IER RZFASER
o 2| 1SO 4R35 /'(‘:’—'\ L& Workpiece Material Group Application Range AR IHER
urning | 15 Grou oating Technology Description
Grade P Technology m 01 05 10 15 20 25 30 35 40 gy Desarip
POT~P15 e G BRI R MR, ERTRNTERMT,
ERGRNEIGFIS G B R A FREMERSIN T, S5h,
HEATF A B HAF AN T,
- High-wear-resistant grade for ISO P in finish turning
ACPO5A K05~K20 CvD ©) — and semi-finish turning. Be appropriate for light
interrupted cutting in a good rigidity system. Ductile
iron and quenching materials are the additional
lications.
H10~H20 o ( ) applications
PO5~P25 [ J MEFRINEE, HBNREENRIFINNE, 2k8

ACP10A CVvD

KO5~K25 (©)

FHEREAM R,

The first choice for ISO P turning with excellent wear
resistance and good toughness. A general balanced
grade.

ACP20A CvD

K15~K35 (©)

EMEER AR TR, RARBRSNAIRY, &
PSRRI AT, HRERMIZEM T,
With high reliability for ISO P turning even in
unfavorable conditions. Stable performance in both
continuous and interrupted applications.

GD
GD
P15-P35 ® G
G
CGED

P20~P40 [ ]

ACP30A CVD
M15~M40 O q )

HELMIRABIEEME, FERFOEEDME,
IR RTFRISSRENEY, LERNG R KGR
W To

A grade with high toughness and excellent
reliability for ISO P turning. Widely applied in heavy
interrupted or heavy-duty turning. Particularly for
steel and martensitic stainless-steel.

P15~P35 ° aEE——

ACM20A | M10~M25 CvD [ ] q )

S$10~S25 (@] ¢ )

FERMIHBAME, LHRBLRENHYINA,
EATESEMSF R F BN TEEMN T,

A general CVD grade for ISO M turning especially
in high cutting speed applications. Appropriate
for semi-finishing to roughing in continuous and
interrupted conditions.

P20-P40 © GO

ACM30A | M20~M40 CVD [

TEMAMIMBE, EERFORIRYE, £ EHE
REH R TAE LR ZHIR A
A CVD grade with high toughness and excellent

< ) reliability for ISO M turning. Widely applied in heavy
interrupted or heavy-duty turning.
S$15~S25 ©)
¢ D
MO01~M10 ©)
€ D
RAATRIA RS BEE, BE9S B RNBayE
KO5~K15 ©) BE, ST RBEFEN, 2¥ENTHROEMER,
— Wﬂ§§$€§m*ﬂ‘#kﬁﬂ\f DUR B RHORE I To
Low-cobalt substrate of fine grain with a special
APS05A PVD PVD coating. Excellent wear resistance for ISO S
materials and also be appropriate for finish turning
S01~S10 ® in stainless steel, quenching materials and ductile
( ) iron.
HO5~H15 O

PAGE /10



AHNO QoK
Cutting Tool Technology |SO Turning | |SO E‘ﬁu

FI3% - Loong BERFIZEMIMER—4

AHNO Loong Series-Turning Materials Overview

R A
Turning Materials Application
YR BETE TRz RzFASER
o 2 | 1SO 4R35 /'(‘:EIZ' Workpiece Material Group Application Range ¥ ARIHER
urning oating .
ISO Grou Technology Description
Grade P Technology m 01 05 10 15 20 25 30 35 40 gy Desarip
~ M IR BB, M5l PVD RERRAESE
@ M05~-M20 ¢ ( ) MHFRATIHIAR, BIEETRREES. KEaSEM
B, BETHEMIEREMINTHGER. R 25
ATEETFENHIN T,
- A dedicated grade for ISO S materials with advanced
APS10A 505~520 PVD L4 ) PVD coating which effectively blocks cutting heat,
especially for heat-resistant alloys and titanium
alloys, applications from finishing to medium
turning. Also be appropriate for stainless steel
PO5~P15 © machining.
@ M10~M30 [ ) C D
TR A B M PVD SRR, EATHEMIM
HAAENOFHEMTERMT, EFRFIMIRGT
RREERIFHAI R
APS20A S10~S30 PVD [ ] ( ) A balanced substrate combined with advanced PVD
‘ ‘ coating. Appropriate for semi-finishing to roughing
for both super alloys and stainless steels, excellent
reliability even in unfavorable cutting conditions.
P15~P25 o
&) Mos-M20 ° q D
K05-K25 ° #
C_‘—‘—‘—B ZEHIN TEEA PVD MR, BRCHF& T MEEMIIE,
NO5~N25 [} EATHENIERSMINTEGTL, 8. FHEN.
KBS ELMRRYRE ZEIHIRN A,
APU10A PVD General PVD grade for turning, good balance
with wear resistance and toughness. Suitable
HO5~H15 [ ) ( ) for finishing to medium machining, extensive
applications in steel, stainless steel and ductile iron.
P05~P20 o P
S05~515 © C;:b
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AHNO J2E:3
|SO Eﬁu | lSO Turning Cutting Tool Technology

FI3# - Loong RERFIZEHIME—1

AHNO Loong Series-Turning Grade Overview

TR TIEME REE5 gﬁcﬁﬂ
Workpiece Material Group Tool Material Coating 01 05 10 20 30 40
o cvo o AcsA
ey oo o aia
g cvo O amn
g o I
P mrnE cvo  Awza
oy cv © amsoa
oS PVD o aesioa
e PVD a0
e PVD C wuta
mRoE oo C AcwzoA
LlGhd v . AcmsoA
bGhd cvp C ACP3A
o
" Stai;,ﬁfz?;ee, E{E@i PVD C APS05A } D)
Carbide PVD C APS10A )
%Eﬁeﬁ PVD C ~APS20A D
oy PVD
{’%Eﬁf PVD C | APU10A | D)
o c Ao
fohe cvp C atoA
K S o o acon
e P o mesosa
o VD o wvia
N feaohd PVD o mua
s cvo oAowoa
e o  ACM30A
Carbide —
s VD T S
o VD o aevioa
e | aw Acosa
H wReE VD oS
e ohd PVD V11T S—
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AHNO Jak:3
|SO E‘ﬁu | |nsert ISO COde System Cutting Tool Technology

FI3% - Loong BERFISh BYZEHITI 1R — 1

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

BRI
Negative Inserts
BE R EEE W SRR WEBEHE oy boN SN TN VN WN
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
ap (mm] CNMG-PFA | DNMG-PFA | SNMG-PFA | TNMG-PFA | VNMG-PFA | WNMG-PFA
6.0
25° 0.15
4.0
-PFA
2.0 12°
02 04 06 flmms] P.16 P.18 P.20 P.22 P.23 P.24
ap [mm] CNMG-PFX | DNMG-PFX TNMG-PFX | VNMG-PFX | WNMG-PFX
6.0
T’?F _..006 T )
5m 3 !
= 4.0 22° <2
T | -PRX X °
5 iE 20 X —
G A : S
02 04 06 flmm/r] P.16 P.18 P.22 P.23 P.24
ap [mm] CNMG-MFA | DNMG-MFA | SNMG-MFA | TNMG-MFA | VNMG-MFA | WNMG-MFA
6.0
1.94
4.0
-MFA ‘ % j ‘ ‘
2.0 14.5°
02 04 06 fimm/r] P.17 P.19 P.21 P.22 P.23 P.25
ap (mm] CNMG-PSA | DNMG-PSA | SNMG-PSA | TNMG-PSA | VNMG-PSA | WNMG-PSA
wn
g g 6.0 02
L oIl
ST  PSA * \<j/
S g 2.0 -
0%'32 o
02 04 06 flmm/ P.16 P.18 P.20 P.22 P.23 P.24
ap (mm] CNMG-PMA | DNMG-PMA | SNMG-PMA | TNMG-PMA | VYNMG-PMA | WNMG-PMA
6.0 - 0.3
_ 0.1 160 1
4.0 o
_PMA 10 (f&/-
2.0 5
02 04 06 fimmi] P.16 P.18 P.20 P.22 P.23 P.24
§ ap (mm] CNMG-MMA | DNMG-MMA | SNMG-MMA | TNMG-MMA | VNMG-MMA | WNMG-MMA
g:q;, 6.0
3% 139 0.25
4.0
EIIID -MMA
a *% 2.0 5o
sE
@ 02 04 06 flmm/m P.17 P.19 P.21 P.22 P.23 P.25
D aomm CNMG-MMB | DNMG-MMB TNMG-MMB | VNMG-MMB | WNMG-MMB
6.0
4.0 |
-MMB ) :
y 7
4 2.0 4
02 04 08 flmm/] P.17 P.19 P.22 P.23 P.25
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Cutting Tool Technology

Insert ISO Code System | 1SO ZEH])

FI3E - Loong BERFIGEIEHITI A BRI —¥

AHNO Loong Series-Negative Turning Insert Chipbreaker Overview

AEERTIA
Negative Inserts
od:: O HESEERE WEENE B - o
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
ap (mm] CNMG-PRA | DNMG-PRA | SNMG-PRA | TNMG-PRA WNMG-PRA
6.0
0.4
4.0 *Ti
PRA 0.1 50 150
20 S%jp%;i//F
o 02 04 06 flmm/r
o m P.16 P.19 P.20 P.22 P.24
c
@ T
>
E'E ap [mm] CNMG-MRA | DNMG-MRA| SNMG-MRA WNMG-MRA
Ga &
6.0
0.32
4.0 ~
-MRA 24°
2.0 o
02 04 06 flmmir]
P.17 P.19 P.21 P.25
ap [mm]
() 16.0 CNMM-PHA SNMM-PHA
14.0
12.0 0.4
10.0 0.07
8.0 129 14°
PHA 20 LY
4.0
2.0 340
05 1.0 15 20 f[mm/r] P17 P.20
z ap [mml CNMM-PHB SNMM-PHB
o 16.0
S 14.0
d% 12.0 L 072
S 10.0 20°
< T -PHB 8.0
-3 6.0
525 40
E 2.0
@@ 05 1.0 15 20 flmm/r] P17 P.20
@ eptmm) CNMM-UHA SNMM-UHA
14.0
120 U
10.0 L1013
-UHA 8.0 % 21°
b 6.0 L
‘ 40 15° " "
2.0
05 1.0 1.5 20 f[mm/r] P.17 P.20
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ISO ZEHll | Insert ISO Code System

Cutting Tool Technology

FIi% - Loong BERFIE R ZEHITI K i8R —a

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

ERERTIA
Positive Inserts
R 1ER  WR/EiE HiESEERE il =gl cc DC RC sC TC VB/VC
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
ap i CCMT-PFA | DCMT-PFA SCMT-PFA | TCMT-PFA | VBMT-PFA
6.0
0.53
40 7
-PFA
2.0
02 04 06 f[mm/] P.26 P.28 P.30 P.31 P.32
VB/VCMT
ap [mm] CCMT-UFA | DCMT-UFA SCMT-UFA | TCMT-UFA _UFA
6.0
o fE
=R 40 10 33 '
5T -
ERi] 2.0 .
oa AU ’
02 04 06 f[mm/r) p.27 P.28 P.30 P.31 P.32/P.33
ap [mm] RCMT-UFA
6.0 1.55
“UFA ® 40 RIS
(RCMT) 7
2.0
11°
02 04 06 flmm/ir] P.29
VB/VCMT
ap [mm] CCMT-USA | DCMT-USA SCMT-USA | TCMT-USA _USA
6.0
w0 15°
-USA ’
2.0
o
3¥
e 02 04 06 flmm/] P.27 P.28 P.30 P.31 P.32/P.33
i
g W ap (mm] RCMT-USA
R
') 6.0 1.09
29°
-USA 4.0 0.21
(RCMT) ) %
' 2.0
02 04 06 1.0 f[mm/ir) P.29

PAGE / 16



AHNO Qaki3
Cutting Tool Technology Insert |SO COde System | |SO E‘ﬁu

FI3% - Loong BERFIE R ZEHITI K i8R — A

AHNO Loong Series-Positive Turning Insert Chipbreaker Overview

ERERTIA
Positive Inserts
RIF R EEE HESEERE MEENE e e - = e
Application Type Chipbreaker Chipbreaker Range Diagram Chipbreaker Section
= ap [mm] CCMT-PMA | DCMT-PMA SCMT-PMA | TCMT-PMA | VBMT-PMA
I
g_q: 6.0 0.75
5%
3 prd " 40 RPN "
ZI -PMA 1 18° L ¢
2 - :
2._*% 2.0
sE
=
w 02 04 06 f[mm/r] P.26 P.28 P.30 P.31 P.32
ap [mm] CCMT-PRA | DCMT-PRA SCMT-PRA | TCMT-PRA | VBMT-PRA
6.0
027 .
4.0 o ©
-PRA 7 T !
2.0 y
=
e #Jl] 02 04 06 flmm/] P.26 P.28 P.30 P.31 P.32
T
5'@ CCMT-URA | DCMT-URA SCMT-URA | TCMT-URA | VBMT-URA
g g! ap[mm]
6.0
027 § .
40 o ©
-URA 17 T ;
2.0 y
0204 06 flmm/r] P.27 P.28 P.30 P.31 P.32
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ZHIZRS | Turning

Cutting Tool Technology

FIiE - Loong BER%I - f1E! CN TR/ Series L Ic s
AHNO Loong Series-Negative Insert CN CN**1204 125 127 476
CNMG/CNMM (80° Negative) CN**1606 161 15875 635
CN**1906 193 19.05 6.35
CN**2509 25.8 25.4 9.52
s
M s
e = =
CNMG/CNMM BE Type RE (mr:/“rev') (rﬁ‘rﬁl) g g g g )gi g g 2 2 2 § 2 2 2
T 5 2 5 8 8 8 ® = = 8 » > >
CNMG120404-PFA 04 015030 0.4-30 o o oo e °
-PFA CNMG120408-PFA 08 015030 0835 o o o|lo|e °
CNMG120412-PFA 12 015035 12:40 oo o|lo|o o
CNMG120404-PFX 0.4 0.06-0.15 0.3-1.5 [ J ([ J
-PFX CNMG120408-PFX 0.8 0.08-0.20 0.3-1.5
CNMG120404-PSA 0.4 0.15-0.30 0.5-3.0 o o
-PSA ‘ CNMG120408-PSA 08 015045 0830 o o
CNMG120412-PSA 12 015045 12-40 o|o o
CNMG120404-PMA 04 015026 0560 o o o
CNMG120408-PMA 08 017052 0860 ® © ® ®
CNMG120412-PMA 1.2 0.15-0.56 1.2-6.0 e o o
CNMG120416-PMA 1.6 0.17-0.80 1.6-6.0 [ N )
CNMG160608-PMA 0.8 0.17-0.52 0.8-7.0 e &6 o o
VA CNMG160612-PMA 1.2 0.17-0.60 1.2-7.0 o o
CNMG160616-PMA 16 017060 167.0 o o
CNMG190608-PMA 08 017052 0880 o o o
CNMG190612-PMA 12 017070 1280 ® © ® ®
CNMG190616-PMA 1.6 0.17-0.80 1.6-8.0 e & o o
CNMG120408-PRA 0.8 0.25-0.60 2.0-6.0 e 6 o o
CNMG120412-PRA 1.2 0.25-0.68 2.0-6.0 e &6 o o
CNMG120416-PRA 1.6 0.30-0.80 2.0-6.0 [ J
-PRA CNMG160608-PRA 08 025060 3.0-7.0 o o
CNMG160612-PRA 12 025070 3070 © ®© ® ®
CNMG190612-PRA 12 025070 3080 o o o
CNMG190616-PRA 16 025070 2090 ® ® ®

®: TREETFF G Standard stock products
O: #&ITHEF Made-to-order
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AHNO QoK
Cutting Tool Technology Tuming ‘ Eﬁu%ﬁu

P35 - Loong RV - AR CN IR Series L IC S

AHNO Loong Series-Negative Insert CN CN*™ 1204 129 127 476

CNMG/CNMM (80° Negative) CN**1606 161 15875 6.35
CN**¥1906 193 19.05 635

CN**2509 25.8 25.4 9.52

M 3
et et et
CNMG/CNMM BE Type RE (mr:/"rev') (rﬁ‘ﬁl) g g g g § g g 2 2 2 § 2 2 2
£ 558 58 88 5 3 8 > ® >
@ CNMM190616-PHA 16  0501.04 50133 o o
-PHA CNMM190624-PHA 24 050140 5.0-133 o0
) CNMM250924-PHB 24 070-1.40 3.0-16.0 °
-PHB
CNMM190616-UHA 1.6 0.40-1.00 2.0-12.0
-UHA CNMM190624-UHA 24 040120 25120 o o
CNMG120404-MFA 04 018030 0.4-40 ololo ° ° °
“MFA CNMG120408-MFA 08  020-045 0.84.0 olo e o o °
CNMG120412-MFA 1.2 0.22-0.45 1.2-45 O [ J [ ]
CNMG120404-MMA 0.4 0.18-0.30 0.4-4.0 [ J e o o [ ]
CNMG120408-MMA 0.8 0.20-0.45 0.8-4.0 [ N ) e O o [ ]
-MMA CNMG120412-MMA 12 022045 1245 ° o o o °
CNMG160608-MMA 08 022050 0850 ° )
CNMG160612-MMA 12 025055 1255 o o o o o °
@ CNMG120404-MMB 0.4 0.16-0.25 0.5-4.0
-MMB CNMG120408-MMB 08 018040 0.65.0 o0 o0
CNMG120408-MRA 0.8 0.25-0.47 0.8-7.0 [ J [ N )
CNMG120412-MRA 1.2 0.28-0.63 1.2-7.0 [ ] e o
CNMG120416-MRA 16 033068 1670 ° °o o
MRA CNMG160608-MRA 08 030047 0880 ° )
CNMG160612-MRA 12 031063 1280 ° )
CNMG160616-MRA 16 033072 1680 ° o o

@®: TRHEETEF G Standard stock products
O: #&ITHEEF Made-to-order
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ZHIZRS | Turning

Cutting Tool Technology

FIi& - Loong BER%I - f1E! DN 71K/ Series L Ic s
AHNO Loong Series-Negative Insert DN DN**1104 116 9.525 476
DNMG (55° Negative) DN*1504 155 127 476
DN**1506 15.5 12.7 6.35
M S
e et e
DNMG RIS Type R L g g g g § 2 8 2 2 2 SR I
£ 28/ 8/8 8 8 g/ 8 8 8 % 8 8
DNMG110404-PFA 04 010024 0430 ) o0 e °
DNMG110408-PFA 08 015030 0830 ) o|lo|e °
DNMG150404-PFA 04 015024 0430 ) o0 e °
-PFA DNMG150408-PFA 0.8 0.15-0.30 0.8-3.0 o o OO | @ [}
DNMG150604-PFA 0.4 0.15-0.24 0.4-3.0 [ N OjlO0| @ [}
DNMG150608-PFA 0.8 0.15-0.30 0.8-3.0 e o o OO0 | @ [}
DNMG150612-PFA 1.2 0.15-0.35 1.2-3.5 O O O
A DNMG110404-PFX 04  0.06-015 0315 ° °
DNMG110408-PFX 08 008020 0315 ° °
x ! DNMG150404-PFX 04 006015 0315 ° °
V DNMG150408-PFX 08 008020 0315 ° °
DNMG150604-PFX 0.4 0.06-0.15 0.3-1.5 [ J ([ J
DNMG150608-PFX 0.8 0.08-0.20 0.3-1.5 [ ] ( J
DNMG110404-PSA 0.4 0.15-0.24 0.5-3.0 e O o O
DNMG110408-PSA 0.8 0.15-0.35 0.8-3.0 o o O
DNMG150404-PSA 04 015025 0530 ) o
DNMG150408-PSA 08 015045 0830 o o °
A DNMG150604-PSA 04 015025 0530 o o o
DNMG150608-PSA 0.8 0.15-0.45 0.8-3.0 e & o o Ol @
DNMG150612-PSA 1.2 0.15-0.45 1.2-3.0 ® O O
DNMG150616-PSA 1.6 0.17-0.50 1.6-3.5 [ORN©)
DNMG110404-PMA 0.4 0.15-0.26 0.5-3.0 ® & O
DNMG110408-PMA 08 017052 0830 o o o
DNMG110412-PMA 1.2 0.15-0.56 1.2-3.0 e & O
DNMG150404-PMA 04 015026 0530 o o o
-PMA DNMG150408-PMA 08 017052 0845 o o o
DNMG150412-PMA 1.2 0.15-0.56 1.2-4.5 [ N )
DNMG150604-PMA 0.4 0.15-0.26 0.5-3.0 [ I )
DNMG150608-PMA 0.8 0.17-0.52 0.8-4.5 [ I )
DNMG150612-PMA 1.2 0.15-0.56 1.2-4.5 e 6 o o
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AHNO QoK
Cutting Tool Technology Tuming ‘ Eﬁu%;iu

Fali% - Loong gERYI - AR DN 71/ Series L IC S

AHNO Loong Series-Negative Insert DN DN*1104 116 9525 476

DNMG (55° Negative) DN**1504 155 127 476
DN**1506 155 127 635

M S
New! New! New!
BIC 2 Type RE (mr:/r:'ev.) (rﬁrF:]) § § g g E é g E E g E g g g
5 8 5 8 > 8 g8 8
DNMG150608-PRA 0.8 0.25-048 2045 @ ©® @
-PRA DNMG150612-PRA 1.2 0.25-0.70 2045 @ | ©® | @
DNMG150616-PRA 1.6 0.30-0.80  2.0-4.5 L
DNMG110404-MFA 0.4 0.10-0.24  0.4-2.0 (ONNG®) (] [ ]
DNMG110408-MFA 0.8 0.15-0.27  0.8-2.0 O o o ([ ]
DNMG150404-MFA 0.4 0.15-0.24  0.4-2.5 O ® [ ]
-MFA DNMG150408-MFA 0.8 0.15-0.30  0.8-3.0 (O NG®) ® [ ]
DNMG150604-MFA 0.4 0.15-0.24  0.4-2.5 Ool0 e o o [ ]
DNMG150608-MFA 0.8 0.15-0.30  0.8-3.0 (O N@) o o o [ ]
DNMG150612-MFA 1.2 0.15-0.30  1.2-3.0 O O ® [ ]
DNMG110404-MMA 0.4 0.15-0.24  0.4-3.0 (] o o o L]
DNMG110408-MMA 0.8 0.18-0.35  0.8-3.3 (] (] [ ]
DNMG150404-MMA 0.4 0.15-0.24  0.4-3.5 ® [ ]
“MMA DNMG150408-MMA 0.8 0.20-0.40  0.8-4.0 ® [ ]
DNMG150604-MMA 0.4 0.18-0.24  0.4-3.5 ® [ ]
DNMG150608-MMA 0.8 0.20-0.40  0.8-4.0 ® [ ]
DNMG150612-MMA 1.2 0.22-0.40  1.2-4.0 ® o o o o [ ]
DNMG150404-MMB 0.4 0.16-0.25  0.5-4.0 e o e o
DNMG150408-MMB 0.8 0.18-0.35  0.6-5.0 e o e o
B DNMG150604-MMB 0.4 0.16-0.25  0.5-4.0 e o e o
DNMG150608-MMB 0.8 0.18-0.35  0.6-5.0 e o e o
DNMG150408-MRA 0.8 0.25-0.36  0.8-4.0 ® e o
DNMG150604-MRA 0.4 0.17-0.18  0.4-4.0 ® e o
A DNMG150608-MRA 0.8 0.25-0.36  0.8-4.0 L] e o
DNMG150612-MRA 1.2 0.26-0.54  1.2-4.0 L] e o

@®: TRHEETFF G Standard stock products
O: #&iTH 4% Made-to-order
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ZHIZRS | Turning

Cutting Tool Technology

FIiE - Loong BER%I - f1E! SN 7]/ Series L Ic s
AHNO Loong Series-Negative Insert SN SN*™1204 127 127 476
SNMG/SNMM (90° Negative) SN**1906  19.05 19.05  6.35
SN**2509 25.4 25.4 9.52
M s
e = =
SNMG/SNMM BE Type RE (mr:/“rev') (rﬁ‘rﬁl) g g g g )gi g g 2 2 2 § 2 2 2
T 5 2 5 8 8 8 ® = = 8 » > >
SNMG120404-PFA 04 015030 0.4-30 o o oo e °
-PFA SNMG120408-PFA 08 015035 0835 o o o|lo|e °
SNMG120404-PSA 0.4 0.15-0.25 0.5-3.0 [
SNMG120408-PSA 0.8 0.15-0.45 0.8-3.0 [ J [ J
P SNMG120412-PSA 1.2 0.15-0.45 1.2-3.0 ® O
SNMG120416-PSA 1.6 0.15-0.45 1.6-5.0 O
SNMG120408-PMA 08 017052 0860 ® °
SNMG120412-PMA 12 015056 1260 o o o
-PMA SNMG120416-PMA 16 017080 16-6.0 °
SNMG190612-PMA 12 015080 1280 o o o
SNMG190616-PMA 1.6 0.17-0.80 1.6-8.0 o o
SNMG120408-PRA 0.8 0.25-0.60 2.0-6.0 [ N )
SNMG120412-PRA 1.2 0.25-0.68 2.0-6.0 [ J [ N )
-PRA SNMG120416-PRA 1.6 0.30-0.80 2.0-6.0 [ J
SNMG190612-PRA 12 025070 2090 ® °
SNMG190616-PRA 16 03008 2090 ® © ® ®
SNMM190616-PHA 16 050088 50-133 oo
-PHA SNMM190624-PHA 2.4 0.50-1.32  5.0-13.3 [ N )
SNMM250924-PHA 2.4 0.50-1.32  5.0-14.0 o o
SNMM250924-PHB 2.4 0.70-1.32  3.0-16.0 [ N )
-PHB SNMM250932-PHB 32 070132 3.0-16.0 °
SNMM190616-UHA 16 035088  1.612 oo
-UHA SNMM190624-UHA 24 040120 2.512.0 oo
SNMM250924-UHA 24 050-1.32 3.0-16.0

®: TREETEF S Standard stock products
O: T84 Made-to-order
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Cutting Tool Technology

Turning | ZFHIZRS!

S E 1 5
3% - Loong RERYI - 5184 SN 71K/ Series L Ic s
AHNO Loong Series-Negative Insert SN SN*™1204 127 127 476
SNMG/SNMM (90° Negative) SN**1906 1905 19.05 6.35
SN**2509 254 254  9.52
M S
New! New! New!
- En Ap > 2 2 2 = 2 B =2 =2 > =2 > > >
1 n n|lno|lol= | % v | T || ® | ®
P55 82 8 8/ »  » 2 > > >
SNMG120404-MFA 04 015030 04-30 e °
-MFA SNMG120408-MFA 08 015030 0830 e o o °
SNMG120412-MFA 12 015035 1.2:30 o °
SNMG120408-MMA 08 020045 0845 °
-MMA E SNMG120412-MMA 12 022050 1250 °
SNMG120408-MRA 08 025040 0870
-MRA SNMG120412-MRA 12 028059 1270
O IEEGFSR O RiTe4Er

@: Standard stock products  O: Made-to-order
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AHNO Jak:3
Eﬁu%ﬂ | Turning Cutting Tool Technology

Pl i - Loong ERV - TN IR Series L IC S

TN**1604 16.5 9.525 476

AHNO Loong Series-Negative Insert TN
TNMG (60° Negative)

24

4 7
IC
%‘4
S ]

S

M S
New! New! New!
TNMG 2S5 Type RE (mmirev) (mim) § § E E E s ¢ 2 2 2 AN
£ 888 8 8 8/ 8 8 8|/ 8 8
TNMG160404-PFA 0.4 0.15-0.24 0.4-3.0 [ N ) OlO0 | @ [ ]
-PFA ‘ TNMG160408-PFA 0.8 0.15-0.30 0.8-3.0 [ N ) OO0 @ [ ]
@ TNMG160404-PFX 0.4 0.06-0.15 0.3-1.5 o { ]
-PFX . TNMG160408-PFX 0.8 0.08-0.20 0.3-1.5
TNMG160404-PSA 0.4 0.15-0.25 0.5-3.0 e O o
-PSA 4 TNMG160408-PSA 0.8 0.15-0.45 0830 © @® @
TNMG160412-PSA 1.2 0.15-0.45 1230 © | @ O O
TNMG160404-PMA 0.4 0.15-0.24 0.5-3.0 e o o
-PMA TNMG160408-PMA 0.8 0.17-0.52 0850 © ©®© ©® ©
I TNMG160412-PMA 1.2 0.15-0.56 1.2-5.0 e O o
’ TNMG160408-PRA 0.8 0.25-0.48 0.8-5.3 e o o
-PRA é TNMG160412-PRA 1.2 0.25-0.70 2.0-6.0 e &6 o o
TNMG160404-MFA 0.4 0.18-0.24 0.4-2.5 [ORN®) e o o [ ]
-MFA 4 TNMG160408-MFA 0.8 0.12-0.28 0.8-3.0 O] 0O e o o [ ]
' TNMG160412-MFA 1.2 0.15-0.28 1.2-3.0 O O ([ J [ ]
TNMG160404-MMA 0.4 0.18-0.24 0.4-4.0 [ N ) e o o [}
-MMA 4 TNMG160408-MMA 0.8 0.20-0.40 0.8-4.0 [ J [ J [ J [ ]
TNMG160412-MMA 1.2 0.20-0.40 1.2-4.0 [ J [ J ([ J [ ]
AP TNMG160404-MMB 04  0.16-0.25 0.5-4.0 o o o o
-MMB 4 TNMG160408-MMB 0.8 0.18-0.35 0.6-5.0

@ TEETE M Standard stock products
O: #&ITHEF Made-to-order
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AHNO QoK
Cutting Tool Technology Tuming ‘ Eﬁu%ﬁu

P35 - Loong gERY - AR VN TIR/ Series L IC S

VN**1604 16,5 9525 476

AHNO Loong Series-Negative Insert VN
VNMG (35° Negative)

M S
New! News New!
VNMG 25 Type RE  (mmirev) (mim) E E E E § : g § 2 2 AR
£ 28 8/8 8 8 g/ £/ 8 8 8 £ 8 8
VNMG160404-PFA 0.4 0.15-0.20 0425 @ @ @ O]lO0 | @ [ ]
-PFA VNMG160408-PFA 0.8 0.15-0.30 0.8-3.0 [ N ) OO0 @ [ ]
VNMG160404-PFX 0.4 0.06-0.15 0.3-1.5 [ ] (]
-PFX
VNMG160404-PSA 0.4 0.15-0.20 0.5-3.0 [ N )
-PSA VNMG160408-PSA 0.8 0.15-0.35 0.8-3.0 [ N )
VNMG160412-PSA 1.2 0.15-0.45 1.2-3.0 ® O O
VNMG160404-PMA 0.4 0.05-0.20 0.8-3.0 [ N )
-PMA VNMG160408-PMA 0.8 0.15-0.40 0830 © © e ©
VNMG160412-PMA 1.2 0.15-0.56 1.2-3.0 [ J
VNMG160404-MFA 0.4 0.15-0.20 0.4-2.0 O [ J [ J [ ]
-MFA VNMG160408-MFA 0.8 0.12-0.25 0.8-2.5 [ORNG) [ J [ ]
VNMG160412-MFA 1.2 0.15-0.28 1.2-3.0 [ J [ ]
VNMG160404-MMA 0.4 0.15-0.20 0.4-3.0 e o e o [ ]
-MMA VNMG160408-MMA 0.8 0.20-0.30 0.8-3.5 [ N ) [ J [ J [ ]
VNMG160412-MMA 1.2 0.22-0.40 1.2-3.5 [ ] [ ]
VNMG160404-MMB 0.4 0.16-0.25 0.5-4.0 o O o O
-MMB VNMG160408-MMB 0.8 0.18-0.35 0.6-4.0 o O o O

@ 1RHEETE 5 Standard stock products
O: #ITE4 ™ Made-to-order

25\ PAGE



AHNO Jak:3
Eﬁu%ﬂ | Turning Cutting Tool Technology

Fal3%5 - Loong gERY - LB WN 1R/ Series L IC S

WN**06T3 6.5 9.525  3.97

AHNO Loong Series-Negative Insert WN
WNMG (80° Negative) WN**0604 6.5 9.525 476
WN#**0804 8.69 12.7 4.76

M S
New! New! Nerw!
WNMG BE Type RE i Ap B X2 2 B35 :EREZEEER OB
(mm/rev) (mm) s/ 3 ' 8 8 3 B 8/ 2 s 8 2 & a3 B
> > > » » 8 £/ > ® » > > >
WNMG060404-PFA 0.4 0.15-0.30 0.4-3.0 [ N Ol0 | @ [ J
WNMG060408-PFA 0.8 0.15-0.30 0.8-3.0 o o O [ [ J
-PFA WNMGO080404-PFA 0.4 0.15-0.30 0430 © © @ O]0 | @ [ J
WNMGO080408-PFA 0.8 0.15-0.35 0.8-3.5 o o [ ) [
WNMGO080412-PFA 1.2 0.15-0.35 0.8-3.5 O |0 O O O
WNMG060404-PFX 0.4 0.06-0.15 0.3-1.5 [ ) (]
-PFX WNMG080404-PFX 0.4 0.06-0.15 0.3-1.5
WNMG080408-PFX 0.8 0.08-0.20 0.3-1.5 [ (]
WNMGO06T304-PSA 0.4 0.15-0.30 0.5-3.0 [ O
WNMGO06T308-PSA 0.8 0.15-0.45 0.8-3.0 [
WNMG060404-PSA 0.4 0.15-0.30 0.5-3.0 o o O
WNMG060408-PSA 0.8 0.15-0.35 0.8-3.0 o o
P WNMG060412-PSA 1.2 0.15-0.45 1.2-3.0 [
WNMG080404-PSA 0.4 0.15-0.30 0530 @ @ @ O| @
WNMG080408-PSA 0.8 0.15-0.45 0.8-3.0 [
WNMG080412-PSA 1.2 0.15-0.45 1230 @ | @
WNMG060404-PMA 0.4 0.15-0.26 0.8-3.0 ® & O
WNMGO060408-PMA 0.8 0.17-0.52 0840 © | ©®© © ©
-PMA WNMG080404-PMA 0.4 0.15-0.26 0.8-3.0 e o o
WNMG080408-PMA 0.8 0.17-0.52 0856 © | © ©® ©
WNMG080412-PMA 1.2 0.15-0.56 1256 © © @ @
WNMGO080408-PRA 0.8 0.25-0.60 2056 © | © O ©
-PRA WNMG080412-PRA 1.2 0.25-0.68 2056 © | © @ ©

@ TEETE M Standard stock products
O: #&ITHEF Made-to-order
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AHNO QoK
Cutting Tool Technology Tuming ‘ Eﬁu%ﬁu

Fal3%5 - Loong gERY - fLBE WN 71/ Series L IC S

WN**06T3 6.5 9.525  3.97

AHNO Loong Series-Negative Insert WN
WNMG (80° Negative) WN**0604 6.5 9.525 476
WN#**0804 8.69 12.7 4.76

M S
New! News New!
WNMG B Type RE  (mmirev) (mim) E E E E § : g § 2 2 AR
£ 28 8/8 8 8 g/ £/ 8 8 8 £ 8 8
WNMG060404-MFA 0.4 0.15-0.28 0.4-2.5 O e o o [ ]
WNMG060408-MFA 0.8 0.15-0.28 0.8-3.0 O] 0O o o [ ]
-MFA WNMG080404-MFA 0.4 0.10-0.30 0.4-2.7 [ORNO) e o o [ ]
WNMG080408-MFA 0.8 0.12-0.30 0.8-3.0 O e o o [}
WNMG080412-MFA 1.2 0.15-0.30 1.2-3.0 O
WNMG060404-MMA 0.4 0.18-0.30 0.4-3.0 [ N ) [ N )
WNMG060408-MMA 0.8 0.18-0.35 0.8-3.5 [ J [ J [ J [ ]
WNMG060412-MMA 1.2 0.20-0.40 1.2-4.0 [ J [ J
-MMA
WNMG080404-MMA 0.4 0.18-0.30 0.4-4.0 [ N ) e o o
WNMG080408-MMA 0.8 0.20-0.45 0.8-4.0 [ J [ J
WNMG080412-MMA 1.2 0.22-0.45 1.2-4.5 e ©o e o o
WNMG060412-MMB 1.2 0.20-0.35 1.0-4.0 o O o O
-MMB WNMG080404-MMB 0.4 0.16-0.25 0.5-4.0
WNMG080408-MMB 0.8 0.18-0.40 0.6-5.0 o o
: WNMG080404-MRA 0.4 0.17-0.23 0.4-4.0 [ J [ I )
-MRA WNMG080408-MRA 0.8 0.25-0.47 0.8-5.0 [ J e o
WNMG080412-MRA 1.2 0.28-0.63 1.2-5.0 [ J o o

@ TEETE M Standard stock products
O: TR LR Made-to-order
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ZHIZRS | Turning

Cutting Tool Technology

FIiE - Loong fE& 5! - IER! CC TR/

AHNO Loong Series-Positive Insert CC

CCGT/CCMT (80° Positive)

Series L IC S
CC**0602 645 635 2.38
CC**09T3 9.67 9.525 3.97
CC**1204 129 127 476

M s
- - -
CCGT/CCMT BE Type RE i Ap B X2 2 B35 :EREZEEER OB
(mm/rev) (mm) s/ 3 ' 8 8 3 B 8/ 2 s 8 2 & a3 B
£ 8 888 8 €8 ¥ % 8 8 % 5 =
CCGTO09T302-PFA 0.2 0.04-0.15 0.2-2.5 [ ] [ ]
CCMT060202-PFA 0.2 0.02-0.12 0.2-1.5 [ I ) o
-PFA CCMT060204-PFA 0.4 0.05-0.20 0.3-2.5 e o o [ ]
CCMTO09T304-PFA 0.4 0.06-0.24 0.3-3.0 [ N ) [ ]
CCMTO09T308-PFA 0.8 0.08-0.28 0.6-3.0 [ N ) [ ]
CCMTO09T304-PMA 0.4 0.04-0.25 0.4-3.0 [ A ) (]
-PMA CCMTO09T308-PMA 0.8 0.10-0.35 0.8-4.0 [ N )
CCMT120408-PMA 0.8 0.15-0.35 0.8-4.5 o O
CCMTO09T304-PRA 0.4 0.15-0.30 1.0-4.0 ® o
CCMTO09T308-PRA 0.8 0.20-0.40 1.5-4.0 ® o o
PRA CCMT120408-PRA 0.8 0.20-0.40 1.5-4.5 o O
CCMT120412-PRA 1.2 0.20-0.50 1.5-4.5 o o o
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Cutting Tool Technology

Turning | ZFHIZRS!

FiE - Loong RER% - IEE! CC TI R/ Series L 1Ic s
AHNO Loong Series-Positive Insert CC CCr*0602 645 635 238
CCGT/CCMT (80° Positive) CC*09T3 967 9525 397
CC**1204 12.9 12.7 4.76
4,
T <y’
IC
| \O —
'L
M s
e e =
CCGT/CCMT BE Type RE (mr:/"rev') ( rﬁ‘fn) g g g 5 § g g 2 2 2 2 g 2 2
£ 5 5 58 8 g8/ ¥ 5 5 &8 ¥ 5 5
CCMT060202-UFA 02 010015 0.2:20 o o o o
CCMT060204-UFA 04 015026 0420 o o °o o
CCMT060208-UFA 08 015050 0.820 °o o °
CCMTO09T304-UFA 0.4 0.15-0.26 0.4-2.0 [ N ) [ )
s CCMTO09T308-UFA 0.8 0.15-0.50 0.8-3.0 [ N ) [ J
CCMT120404-UFA 0.4 0.15-0.26 0.4-3.0 [ N ) [ J
CCMT120408-UFA 0.8 0.15-0.50 0.8-4.0 [ N ) e o
CCMT120412-UFA 1.2 0.15-0.50 1.2-4.0 [ N ) [ J
CCMT060202-USA 02 010015 0.2-1.0 o o o o
CCMT060204-USA 04 012018 0315 °o o °
CCMT060208-USA 08 015030 0520 o o o °
CCMTO09T302-USA 0.2 0.10-0.15 0.2-3.0 [ N ) o o
-USA CCMTO09T304-USA 0.4 0.15-0.26 0.3-3.0 [ N ) [ N )
CCMTO9T308-USA 0.8 0.15-0.35 0.5-3.0 [ N ) [ N )
CCMT120404-USA 04 015026 0.4-40 °o o °o o
CCMT120408-USA 08 015035 0540 o o o o
CCMT120412-USA 1.2 0.15-0.45 0.8-4.0 [ J
CCMTO09T304-URA 04 015030 1.040
-URA CCMTO09T308-URA 0.8 0.20-0.40 1.5-4.0 [ J
CCMT120408-URA 08 020040 1545 °
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AHNO Jak:3
Eﬁu%ﬂ | Turning Cutting Tool Technology

Fal3%5 - Loong gERYI - EB DC TIR/ Series L IC S

DC**0702 7.75 6.35 2.38

AHNO Loong Series-Positive Insert DC
DCGT/DCMT (55° Positive) DC**11T3  11.63 9525 3.97

M s
- - -
DCGT/DCMT BE Type RE (mr:/r:ev') ( rf]‘fn) g g g g )gi g g g 2 2 § 2 g 2
£ 8 888 8/ ¥ 5 8 8 % % =
DCGT11T302-PFA 0.2 0.02-0.15 0.2-2.5 [ ] [ ]
DCMT070202-PFA 0.2 0.02-0.12 0.2-1.5 [ ) o
DCMT070204-PFA 0.4 0.05-0.20 0.3-2.0 ® O [ ]
PrA DCMT070208-PFA 0.8 0.06-0.25 0.6-2.0 [ N ) [ ]
DCMT11T304-PFA 0.4 0.05-0.24 0.3-2.5 e o o [ ]
DCMT11T308-PFA 0.8 0.08-0.25 0.6-3.0 [ A ) [ ]
DCMT070204-PMA 0.4 0.04-0.24 0.2-2.1 [ N ) [ ]
DCMT11T304-PMA 0.4 0.04-0.28 0.2-2.8 o O [ ]
-PMA DCMT11T308-PMA 0.8 0.10-0.30 0.6-2.8 e o o [ ] [ ]
DCMT11T312-PMA 1.2 0.12-0.30 1.0-2.8 [ )
DCMT150408-PMA 0.8 0.10-0.30 0.6-3.5 [ ]
DCMT11T304-PRA 0.4 0.15-0.24 1.0-3.3 [ N )
-PRA DCMT11T308-PRA 0.8 0.15-0.40 1.0-3.3 [ N )
DCMT11T312-PRA 1.2 0.15-0.45 1.5-3.3 [ A )
DCMT070202-UFA 0.2 0.08-0.12 0.2-1.0 [ I ) [ ]
DCMT070204-UFA 0.4 0.15-0.24 0.4-2.0 o O [ ]
DCMT11T302-UFA 0.2 0.08-0.12 0.2-2.0 o o [ ]
UrA DCMT11T304-UFA 0.4 0.15-0.24 0.4-2.0 o o [ ) (] [ )
DCMT11T308-UFA 0.8 0.15-0.30 0.8-2.0 [ N ) o o
DCMT11T312-UFA 1.2 0.15-0.30 1.2-2.0 [ N )
DCMT070202-USA 0.2 0.08-0.12 0.2-1.0 [ N ) [ ]
DCMT070204-USA 0.4 0.15-0.24 0.2-2.0 [ N ) [ I )
DCMT11T302-USA 0.2 0.08-0.12 0.2-2.0 o ©o [ ]
UsA DCMT11T304-USA 0.4 0.15-0.24 0.3-3.0 e o o o o
DCMT11T308-USA 0.8 0.15-0.30 0.5-3.0 e o o o O
DCMT11T312-USA 1.2 0.20-0.40 0.9-3.3 [ N )
DCMT11T304-URA 0.4 0.15-0.24 1.0-3.3 [ ]
-URA DCMT11T308-URA 0.8 0.15-0.40 1.0-3.3
DCMT11T312-URA 1.2 0.15-0.45 1.5-3.3
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Cutting Tool Technology Tuming ‘ E‘ﬁu%;iu
FiE - Loong RER% - IEBY RC 71/ Series  IC S
AHNO Loong Series-Positive Insert RC RC**0602 60 238
RCMT (Positive) RC**0803 80  3.18
RC**10T3 10.0 3.97

RC**1204 12.0 4.76

M S
= =
REMT ES Type € (mmrew) mm 3 3 3 3 % E % R
¥ 5 2 2 2 8 8 ®» ® ®» 2 » > >
RCMT0602MO0-UFA M.0 0.15-0.40  0.2-1.5 o o ([ ] [ ] [
RCMT0803MO-UFA M.0 0.15-0.50  0.3-3.0 o o ([ ] ([ ] [
A RCMT10T3MO-UFA M.0 0.15-0.60  0.4-4.0 e o ([ ] ([ ] [
RCMT1204MO0-UFA M.0 0.17-1.00 0.5-4.8 o o [ ] ([ ] [
RCMT0602MO0-USA M.0 0.15-0.60 0.3-2.4 o o [ ]
RCMT0803MO0-USA M.0 0.15-0.80 0.5-3.0 o o [ ]
A RCMT10T3MO-USA M.0 0.30-1.00 0.7-4.0 o o ([ ]
RCMT1204MO0-USA M.0 0.30-1.00 0.7-4.8 o o [ ]
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Cutting Tool Technology

S 2 1 q
FiE - Loong REFR% - IERY SC TR/ Series L 1c s
AHNO Loong Series-Positive Insert SC SCH*09T3  9.525 9525 397
SCMT (90° Positive) SC¥*1204 127 127 476
.1/\
4
— S |-
M s
New! New! New!
SCMT BE Type RE i Ap 2 B 2B 553332 :E G
(mm/rev) (mm) 2 g |8 8|3/ 85 8/ 3/ 2 8|3\ ¢g|8|8B
> 2 2 2 2 8/ > > > 5 > > >
SCMT09T304-PFA 04 006024 0330 °
-PFA SCMT09T308-PFA 08 008028 0630 °
SCMT09T304-PMA 0.4 0.06-0.25 0.4-3.0
-PMA @ SCMT09T308-PMA 0.8 0.10-0.35 0.8-3.5 [ J [ J
SCMT09T308-PRA 0.8 0.20-0.40 1.5-4.0
-PRA B SCMT120408-PRA 08 020040 1545
SCMT09T304-UFA 04 015030 04-30 °
SCMT09T308-UFA 08 015050 0830 o o °
-UFA
SCMT120408-UFA 0.8 0.15-0.50 0.8-4.0 [ )
SCMT120412-UFA 1.2 0.15-0.50 1.2-4.0 [ J
SCMTO09T304-USA 0.4 0.15-0.30 0.3-3.0 o o o o
SCMT09T308-USA 08 015035 0530 °o o °
-USA SCMT120404-USA 04 015030 0.4-40 o o °
SCMT120408-USA 08 015030 0540 o o o o
SCMT120412-USA 12 015045 0840 o o °
SCMT09T308-URA 0.8 0.20-0.40 1.5-4.0 [ )
-URA SCMT120408-URA 0.8 0.20-0.40 1.5-4.5
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Cutting Tool Technology Turning | ZEHIZ&5!
fi% - Loong BERYI - IEB! TC 71K/ Series L Ic s
AHNO Loong Series-Positive Insert TC TCroe™ 687 397 1.98
TCMT (60° Positive) TC¥%0902 962 556  2.38
TC#*1102 110 635  2.38
favA TC**16T3 165 9525 3.97
o\ H
T AON A
11"
I s |
M S
et et Nt
remT oA € ey 302 3355 EEEE:EE
£ 5 5 58 8 g8/ ¥ 5 5 &8 ¥ 5 5
TCMTO6T102-PFA 02 004012 0215 °
TCMTO6T104-PFA 04 004012 0320 ) °
TCMT090204-PFA 04 006023 0325 ) °
-PFA 4 TCMT110204-PFA 04 006024 0330 e o o °
TCMT110208-PFA 08 008028 0630 o o °
TCMT16T304-PFA 04 006024 0330 e o o °
TCMT16T308-PFA 08 008028 0630 °o o °
TCMT110204-PMA 04 004024 0325 °
-PMA é TCMT110208-PMA 08 010030 0630 )
. TCMT16T308-PMA 08 010035 0835 ° °
TCMT16T308-PRA 08 015040 1.0-40 e o o
-PRA 4 TCMT16T312-PRA 12 015045 1545 °
TCMT110204-UFA 04 015024 0420 o o °
-UFA 4 TCMT16T304-UFA 04 015024 0430 o o °
TCMT16T308-UFA 08 015030 0830 ) °
TCMT110202-USA 02 008012 0220 ) o o
N TCMT110204-USA 04 015024 0220 o o °
-USA 4 TCMT110208-USA 08 015030 0525 o o °
TCMT16T304-USA 04 015024 0330 o o °
TCMT16T308-USA 08 015030 0530 o o °
TCMT16T308-URA 08 015040 1.0-4.0 °
-URA 4
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Cutting Tool Technology

& - Loong fE&R5! - IERY VB 71/

AHNO Loong Series-Positive Insert VB
VBMT (35° Positive)

Series L IC S
VB**1102 11.1 6.35 238
VB**1103 11.1 6.35 3.18

VB**1604 16.6  9.525 476

M S
VEMT ES Type " mrevy mm 3 2 3 EEE IR
> 5 2 5 2 8 £ > > > 52 >» > >
VBMT160404-PFA 0.4 0.06-0.20  0.3-2.5 e o o [ ]
-PFA
VBMT160404-PMA 0.4 0.04-0.20 0.2-2.8 o o
-PMA VBMT160408-PMA 0.8 0.10-0.25 0.6-3.0 o o
VBMT160412-PMA 1.2 0.20-0.40 1.0-3.0 o o
VBMT160404-PRA 0.4 0.15-0.20 0.8-3.6 o o
-PRA VBMT160408-PRA 0.8 0.15-0.35 1.0-3.6 o o
VBMT160412-PRA 1.2 0.15-0.40 1.2-3.6 e o
VBMT110204-UFA 0.4 0.15-0.20 0.4-2.0 ([ ]
VBMT160404-UFA 0.4 0.15-0.20 0420 © @ © ([ ]
A VBMT160408-UFA 0.8 0.15-0.30 0.8-3.0 [ ] ([ ] ([ ] [
VBMT160412-UFA 1.2 0.15-0.30 1.2-3.0 [ ] [ ]
VBMT110302-USA 0.2 0.07-0.10 0.2-2.0 [ ] [ ]
VBMT110304-USA 0.4 0.15-0.20  0.4-2.0 o o o o
VBMT110308-USA 0.8 0.15-0.25 0.8-2.5 o o ([ ]
-USA VBMT160402-USA 0.2 0.07-0.10  0.2-2.0 o o ([ ]
VBMT160404-USA 0.4 0.15-0.20  0.4-2.0 e o ([ ]
VBMT160408-USA 0.8 0.15-0.30 0825 © @ @& @ e o o [
VBMT160412-USA 1.2 0.20-0.40 1.2-3.0 o o [ ]
VBMT160404-URA 0.4 0.15-0.20 0.8-3.6
-URA VBMT160408-URA 0.8 0.15-0.35 1.0-3.6 [ ]
VBMT160412-URA 1.2 0.15-0.40 1.2-3.6
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Turning | ZFHIZRS!

S E 1 5
Fai% - Loong RE&RYI - IERY VC 71/ Series L 1c s
AHNO Loong Series-Positive Insert VC verios 111 635 318
VCMT (35° Positive) VC**1604 166 9.525 476
>
! 7 /
IC
* KO //\ﬁ
|
2
L—
S
New! New! New!
Fn Ap > > > > > g g > > > % > > >
) = n o o o = T v T v | v | T
Ve bl & mmrev) omm) £ 25 855 5% 585§ g8
¥ 5 2 2 2 8 8 ®» ® ®» 2 » > >
VCMT110304-UFA 04 015020 0.4-20 o o °
VCMT110308-UFA 08 015025 0820 o o °
-UFA
VCMT160404-UFA 04 015020 0.4-20 o o °
VCMT160408-UFA 0.8 0.15-0.30 0.8-3.0 o o [ )
VCMT160404-USA 0.4 0.15-0.20 0.4-2.0 [ N ) [
-USA VCMT160408-USA 0.8 0.15-0.30 0.8-2.5 [ N ) [ J
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fal3% - Loong BER Y - tIHISEK

AHNO Loong Series-Cutting Parameters

s TIE#EES Insert Grade
2 o | E
mo T 3 5 A
% § % %NE HIYIEE Vc[m/min]
< @ =
* 5 THMEBRI SRS F 2 ® | HE
Lo b
H = | Workpiece Material Classification and Defining Letters | & | 15 = | ACPOSA | ACP10A | ACP20A | ACP30A |ACM20A  ACM30A| APSOSA | APST0A | APS20A | APUT0A
C<0.25% JBA Annealed 125 428 250-500 | 200-450 180-400 160-360 290-310 | 250-270 | 205-240
0.25% < C < 0.55% | JB:K Annealed 190 639 225-360 | 200-320 150-300 100-240 240-260 | 200-220 | 195-230
Faem 0.25% < C < 0.55% | JARR Tempered 210 708 195-277 | 170-210 130-230 85-175 200-220 | 160-180 | 185--220
Non-Alloy Steel C > 0.55% 38K Annealed 190 | 639 | 210-346 | 185-260 | 140-285 | 90-230 220-240 | 180-200 | 195-230
C > 0.55% JAR Tempered 300 1013 | 165-215 | 145-165 105-180 60-140
SEIW (ZE) 3B Annealed 220 | 745 | 210-346 | 185-260 | 135-280 | 90-230 220-240 | 180-200 | 195-230
JBA Annealed 175 | 591 | 218320 | 193-240 | 140-260 | 100-200 205-240
Raedm B Tempered 300 | 1013 | 150-200 | 130-150 | 90-160 50-120 155-185
Low-Alloyed Steel {0 Tempered 380 | 1282 | 105-180 | 90-130 | 70-145 | 40-100 130-240
JAR Tempered 430 | 1477 45-50 30-35
oy JBA Annealed 200 675 165-330 | 145-250 105-270 65-200 115-195 95-155 150-240 155-185
Ba
BAatIAMN A FFEIN Quenched and Tempered 300 1013 82-175 75-125 60-130 35-80 60-100 50-80 80-125 125-150
High-Alloyed Steel .
K FFEIN Quenched and Tempered 400 1361 50-55 35-45 40-75 75-100
BRRIE | BEAK, BA
AR Ferritic/Martensitic, Annealed 200 675 170-200 125-220 80-160 165-260 | 135-245 185-250 | 200-270 180-250
Stainless Steel ORAE, BFE
Martensitic, Quenched and Tempered 330 1114 100-150 70-150 50-105 125-200 | 105-190 140-220 150-230 | 130-190
B SERI
ELECHE, X ) 200 | 675 150-240 | 125-225 | 120-240 | 130-260 | 110-240 | 130-150
Austenitic, Quenching
AR BLECAE, TURSTEERARE M (PH FEW)
M Stainless Steel Austenitic, Precipitation-Hardening 300 | 1013 120-150 | 100-125 80-150 140-160 | 120-140 | 120-140
Stainless Steel (PH Stainless Steel)
BRECHK - SRERIE, WEREN
Austenitic-Ferritic, Duplex Stainless Steel 230 | 778 125160 | 105-150 | 100-160 | 110-170 | 90-150 | 105-130
S BREIK Ferritic 200 675 270-420 | 260-370 | 205-350 145-290 210-275
Malleable Cast Iron BILEE Pearlitic 260 | 867 | 225-360 | 200-320 | 150300 | 100-240 190250
RO {RHHISERE Low Tensile Strength 180 | 602 | 270-500 | 240-450 | 225-400 | 200-360 180-240 225-295
Grey Cast Iron PIALERE / R g 5 g . g .
High Tensile Strength / Austenitic 245 825 150-270 | 145-245 140-200 125-170 132-175 165-215
KRB BRZAK Ferritic 155 518 330-700 | 240-630 | 210-560 190-500 265-330 240-315
Nodular Cast Iron HRHIE Pearlitic 265 | 885 | 240-500 | 200-450 | 180-400 | 160-360 160-200 145-190
RBEEHK
Compacted Graphite Iron 200 675
amEas 3EBTJ§MME NOT-Age-Hardened 30 — 510-600
Wrought Aluminum Alloy | FIBY3EAME, BYREALIE 100 | 343 510-600
Age-Hardenable, Aged
< 12% B, JEBTEAMIE
<12% Silicon, Non-Age-Hardened 75 260 450-550
HeEae < 12% B, ATBYARAME, BYAGALIE
Cast Aluminum Alloy <12% Silicon, Age-Hardenable, Aged 90 314 450-550
> 12% B, JEBYELMIE
= 12% Silicon, Non-Age-Hardened 130 447 400-500
FaE
Magnesium Alloy 70 250
FEEE. BHRE
Non-Alloyed, Electrolytic Copper 100 343 200-250
HREaE &R EWAER
(1R / #5H) Brass, Bronze, Red Brass 90 314 380-450
Copper and Copper Alloys
(Bronze/Brass) 110 382 275-320
BIREN Ampco &%
High-Strength Ampco Alloy 300 1013 105-120
e JBA Annealed 200 675 55-115 65-130 65-100 60-90
Iron-Based ke 280 | 943 50-90 55-105 | 55-80 50-70
Age-Hardened
fithas B
Heat-Resistant Alloy . JBA Annealed 250 839 50-90 55-105 55-80 50-70
Nickel-Based or BIRRALIR 350 1177 40-75 45-90 45-70 40-60 60-70
Age-Hardened
Cobalt-Based
HiE 320 1076 35-65 35-80 35-60 30-50
2 4%k Pure Titanium 200 675
S®EE a 1870 B EEE, LR
Titanium Alloy a-Phase and B-Phase Alloys, Aged 315 1262 30-60 40-80 40-70
B #8&3 B-Phase Alloy 410 1396 20-35 25-50 25-40
Bae
Tungsten Alloy 300 1013
HEE
Molybdenum Alloy 300 1013
N FFEIN Quenched and Tempered S50HRC| — 45-50
s3] .
" Hardened Steel 7 FEX Quenched and Tempered 55HRC| — 30-45 35-40
7 FEA Quenched and Tempered 60HRC| — 30-45 25-30
AR BN _
Hardened Cast Iron FKFFEIN Quenched and Tempered 55HRC 30-40 35-40
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PEHITIA M | Milling-Code System

Cutting Tool Technology

BEHI A RT3 7] K $2ER 1SO 1832 1REHI R S5 EA

Milling Inserts According to ISO 1832 Standard Code System

1
Example 1:

H N

G

X 09 06 ANSN

1 2 3 4 5 6 7
1. ZIRAAR 3. RE
1. Insert shape 3. Tolerance
%2 25 0% =iz AFAZE (mm) d m s
Symbol Shape Symbol Shape Permissible Deviation
A M A +0,025 +0,005 +0,025
~ 4 C +0,025 +0,013 +0,025
82°
B . o} O N E +0,025 + 0,025 + 0,025
v ' F +0,013 + 0,005 +0,025
c 24 P Q 7 G +0,025 +0,025 +0,130
D R Q » H +0,013 +0,013 + 0,025
. ) +0,05-0,15> | +0,005 +0,025
E s (@) K +£005-0,15 | +0,013 +0,025
N d>rm L' +0,05-0,15° + 0,025 +0,025
H <:> T M +0,05-0,15 +0,08-0,20° +0,130
4 N +0,05-0,15 +0,08-0,20° + 0,025
X v *Hf
U +0,08-0,25 +0,13-0,38° +0,130
L [ ] w L I ERENRIIN) ? WA RS (1150 1832 478 )
14 Inserts with ground secondary cutting edges Depending on insert size ISO standard 1832
2. [5H 4, JIR N THE E4FE
2. Clearance Angle 4. Machining and Fastening Features
S B K= B S B S B o= B
Symbol Shape Symbol Shape Symbol Shape Symbol Shape Symbol Shape
[ — | — J
| |
S L. -
}— }— B =70-90°
B P B B
—_ e O] e
— B el =6 T
C ‘ ) B =70-90° T
—r B =70-90° B = 40-60°
[ B, By
D | . C B=a M L1 u
N e B =70-90° E[]ﬂ B = 40-60
| B
E .
] D=
—
E \ B = 40-60°
— |
/ ; FETH(7) S EE
SRR
G | G [:::E]:j Q Iﬁ X Drawing or precise description
~/ [30° B = 40-60° of indexable insert required

PAGE / 38



Cutting Tool Technology

Milling-Code System | #58I7]F ss 2 #l

NI

i 2:
Example 2:
8
5. IR7IKE 6. IREE
5. Cutting Edge Length LI (00) Inch 6. Insert Thickness
TIE AR Insert Shape Ef EFE s(mm)
Shape Thickness
RYIEER d
IC Diameter d @ g @ @ é g @ 01 1,59
I | l<d | e—1 | | I
E) A A A A A A o
mm Inch Size Size Size Size Size Size Size T 1,98
3,97 | 5/32 06
5 0197 05 03 [::1:][::I:§ 02 2,38
556 | 7/32 09
6 | 0236 06 12 2,78
635 | 2/8 06 07 06' 11 11 04
8 0315 08 05 [::1:][::[:% 03 318
9,525 | 3/8 09 1 09' 09 16 16 06
10 | 0394 10 13 3,97
127 | 4/8 12 15 12' 12 22 22 08 04 476
15,875, 5/8 16 15 27 10
17,46 | 11/16 12 ¥
19,05 | 6/8 19 19' 19 06 6,35
20 | 0,787 20
25 | 0,984 25 07 7,94
254 | 8/8 25 25" 25
32 1,26 32 09 9,52
7. Bfa$iE 8. TIHITIRZAK 9. tIHIA R
7. Corner Radius 8. Cutting Shape 9. Cutting Direction
37 #42 r(mm) RS E7 B
Shape Radius Symbol Shape Shape
01 0,1
02 0,2 F I ; - ii
R
04 0,4
08 0,8
@ g ) Eif
. 12 1,2 L
16 1,6
24 2,4
T | ; -~ o
N

MO (EZLL mm i)

Metric
(Diameter unit is mm)
@ ES b
(FEHIRTIRELL mm
00 i) S

Inch
(Inch converts to mm)

U
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PEHITIA M | Milling-Code System

Cutting Tool Technology

fEEITveR

Chipbreaker Introduction

il
Example :
8 82
8-1. RN S 8-2, IEERS
8-1. Chipbreaker Code 8-2. Function Code
(15=2 & S EFIE
Symbol Application Symbol Sharpness
r NI / B4 1 «
Finishing / Light Cutting ‘H‘
FEMT [
S Semi Finishing 2 H
[l
M FRZEMT I
Medium Machining 3 “ \‘
R T “ !
Roughing 4 ‘\ ‘
H 174 o
Heavy Machining 5 | \‘
W Wiper 1&3¢7] “ !
Wiper Insert 6 [
| |
I
7 [
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Milling-Code System | #58I7]F ss 2 #l

IR
Example:
1 2 4 5
IhEEFS BiEA 5
Function No. Description Details
1 AHNO Pl
C BRE&S +CVD v £EIIE +PVD
Carbide + CVD Cermet +PVD
p BRAE +PVD | EEBE
%EWM%J& Carbide + PVD S|a|/on Ceiram|cs
2 REE B CBN " mIEE
Basic Materials & Whisker Ceramics
Coating Code b oD N E@ﬁéﬁi’:i@%
Uncoated Carbide
T TREMEE
Cermet
P i S ST
Steel Super Alloy
M RER H AR
3 %—?ﬁﬁﬂﬁﬁ Stainless Steel Hard Materials
FirstR ded N
" application K s u i
Castlron General
N BaeE
Non-Ferrous Metals
05 15 25 35 45
- it EE
4 ISO [z FASEE Wear Resistance
ISO Application Range
] oM
Toughness
5 R
Series Code
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Cutting Tool Technology

HERl7I{E s

Milling Body Name Code

il
Example :

M1 3 45 (F) - HNO9 (N) - D100 - B40 (L) - 29 - (L70) - C

1 2 3 4 5 6 8 9 10 11 12
1 ]
FmAEYS
Product Series No.
1. NAF@mART! 2. R 3. R (Kr) 4. TINRE
1. Product Series 2. Generation 3. Cutting Edge Angle 4. Cutting Edge Type
HIHI7 0 23S AFIR #E ) (h%=2 A7)
Cutting Type Series No. Generation Series Value Angle Symbol Runout Adjustable
.. o IELEH
i 31t BERTIFR P P
Face Milling M1 3rd Generation: Loong series %0 %0 With Micro Adjusting Edge
FHBHT]
Shoulder Milling M2 88 88 5. 7]#'-
5. Insert
Rt TIRES
High Feed Milling M3 75 75 Insert Type
i
Profile Milling M4 45 45 6. ﬂﬁ%gg
6. Milling Cutter Type
=@7] o BURTTI &
: e M5 re IR T
Side Milling = f il
symbol Wedge Clcalr:ztpel?g Milling
BT M6 N HRER
Thread Milling Wedge Clamping
]
Chamfer Milling M7 15 15 7. B
7. Diameter
B S Bk p
Porcupine Milling M9 00 Circular Insert Tojtaﬁaanje%er
8. &0 9. tIHIZ5 A 10. 5%k 12, Hfth
8. Interface 9. Feed Direction 10. Number of Teeth 12. Other
(% EES (192 BN THKESEL 0% it
Symbol Connection Type Symbol Rotation Direction Teeth Quantities of Milling Cutter Symbol Type
B Ty R BF (RE) ¢ B
Arbor Right-hand (Default) With Internal Coolant
W mE L EF 11. KE TARIR RHERL
Weldon Left-hand 11. Length Unmarked  Without Internal
Coolant
A BliEst BHKE
Cylindrical Special Length
M g0
Threading
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Cutting Tool Technology

PRI R—

Milling Grade Overview

RIS A

Milling Grade Application

HEHIT B

Milling Geade

1SO £H3!
ISO Group

REIZ
Coating
Technology

ACP25A

P15~P25

K20~K30

CVD

T H4¥ 4R [z FsEE

Workpiece Material Group Application Range

P n K 05 15 | 25 | 35

45

AR

Technology Description

PHIBAME, SREEFEHIPEREFRE, =
T MEERIERSSEES, ERFMINME
T, THERSLERENVATS.
Universal grade combined high-strength
substrate and medium-temperature CVD
coating. A balance grade with both wear
resistance and toughness, appropriate for steel
and cast iron, especially for high cutting speed
applications.

APP25A

P25~P35

M20~M30

K25~K35

PVD

[
A

SINRERIBHIME, BB RFHARENE, I~
ERATEEN. KEURFFEME, 28
FSEHIR R R,

A versatile milling grade with good heat
stability. Widely used for steel, nodular iron
and stainless steel, best choice for general
machining.

APU35A

P30~P40

M25~M35

$20~S30

PVD

ZIBEMHHIM R, TESTENREURIAS
NIBRERA, BEEMAAOMIZME, &
ARBRITREFNIFEYE, ARMEZTH. F
IR B3 NN TATELEIHE o

A versatile milling grade with high-
toughness substrate and advanced PVD
coating. Good reliability even in unfavorable
conditions, mainly for steel, stainless steel
and titanium.

APHO5A

PO5~P10

MO05~M10

S05~S15

HO5~H15

PVD

O

P
AL

FEMTEISREIMET, RN ER R HEEY)
EirR, AENSNMEY, F2ENHEFRATY
WIS T, BRATEAN. BREAEN. 1%
LUK ENN T A2 #

A finish milling grade with an ultra-fine
grain substrate and thin PVD coating.
Mainly application is profile milling in
Mold & Die industry due to excellent wear
resistance. Recommend for hardened steel,
high-strength alloy steel, stainless steel and
supper alloy.

® 37 17 choice O E—## 2™ choice
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Milling Grade Overview

RZFEZER
WITHEAE TEME  pEskw Appication
Workpiece Material Group Insert Grade Coating Type
05 15 25 35 45
BRE®
Carbide o (ARHOSATED
BHRes
Carbide cvo ( AcP2sA )
[
BRe®
Comoe T
Ca)t:b?de PVD
BhRa®
TEW BRE®
M Stainless Steel Caer?de PVD C APP25A ‘ )
\
BHRes
Carbide PVD C APU‘35A D
BREs
e S
Caer?de PVD
o (__ApHosA )
Ca)rb?de PVD
e O weumsa )
Cajrb?de PVD
BRa®
Caer?de PVD —
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fai% - Loong RERY! - $HITIAZES|
AaETRE

AHNO Loong Series-Milling Index
Carbide Insert

25l M1345-HNO6 M1345-HNO9 M1345-ON06 M2390-TN11 M2390-TN17 M2390-SX09 M2390-SX12

Series
% ()
* Fiy .”

D65 P.46 P.48 P.50 P.52 P.56 P.58 P.60
Page

FRA o ° ° o o ° o
Cutting Edge Angle 45 45 43 90 90 90 90

BRATIR
L L B 3.0 5.0 4.0/7.0 5.0 8.0 8.0 10.0

iz
BiEEE 25~125 50~315 50~250 20~63 32~160 20~125 50~160

Diameter Range
e @ @ 0 9 T
IR 4 m ™ g '
HNO0604 HNO0906 ONO0605 SN1705 TN1104 TN1706 SX09T3 SX1205

Insert

EHt
Face Milling

v/ v/ v/ v/ v/ v/ v/ v/

Vel =k
Shoulder
Milling

V2 RV BV RV

rEHt
Slot Milling

Wt
Ramp Milling

(i
BTN
Helix
Interpolation
Milling

uonedddy 3 =

b
Plunge
Milling

iz
Profiling
Milling

)=k
Chamfer
Milling

kit
Pocket Milling

Sld @ % e & @ § Q@
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=k ALES

AHNO Loong Series-Milling Index

Carbide Insert

Slf\rﬂjs M2390-XO10 M2390-XO16 M1300-RC10 M1300-RC12 M1300-RC16 M1300-RC20
&
E‘IEE P.62 P.64 P.66 P.68 P.70 P.72
age
FRA o o
Cutting Edge Angle 90 20
BADR
Maximum Cutting Depth 9.0 150 5.0 6.0 8.0 10.0
Di Bi25EE 16~50 25~160 25~66 40~100 63~160 80~160
iameter Range
TIH “*ﬁ. 6 @ @ 6
Insert
X01003 X01606 RC10T3 RC1204 RC1606 RC2006
@ |
Face Milling @ ’\/ ’\/ ’\/ '\/ ’\/ '\/
FR% |
Shoulder @ ,\/ ,\/
Milling
wmoo == v
Slot Milling
W5
Ramp Milling @ '\/ \/ '\/ \/ '\/ '\/
jvd
E 2
i
B Helix % «/ «/ «/ «/ «/ «/
=3 Interpolation
g. Milling
S
%t
Plunge 6}'
Milling
atizzis
Profiling @ «/ \/ «\/ \/
Milling
EIfF >
Chamfer
Milling @
Ll
i e VA VAR IRV BV VAR
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AHNO Loong Series-45° Approach Angle Face Milling Cutter
M1345-HNOG6 Series

[ B]5%h Arbor [W]MIE Weldon
=
B Unit: mm
. PSESd Vs
Series W BS Type Dc Da d1 11 L apmax Numberof Internal
Teeth Coolant
M1345-HN06-D025-W25-22-C 25 322 25 42 929 3.0 2 A Yes
HNO0604 M1345-HN06-D032-W32-Z3-C 32 39.3 32 42 103 3.0 3 A Yes
, _ oo K%
Series B BS Type Dc Da d1 L apmax  Numberof Internal
Teeth Coolant
M1345-HN06-D040-B16-Z5-C 40 473 16 40 3.0 5 B Yes
M1345-HN06-D050-B22-Z4-C 50 57.3 22 40 3.0 4 B Yes
M1345-HN06-D050-B22-Z6-C 50 57.3 22 40 3.0 6 B Yes
M1345-HN06-D063-B22-26-C 63 70.3 22 40 3.0 6 B Yes
M1345-HN06-D063-B22-Z8-C 63 70.3 22 40 3.0 8 B Yes
HNO0604
M1345-HN06-D080-B27-27-C 80 86.8 27 50 3.0 7 B Yes
M1345-HN06-D080-B27-210-C 80 86.8 27 50 3.0 10 B Yes
M1345-HN06-D100-B32-Z8-C 100 107.1 32 50 3.0 8 B Yes
M1345-HN06-D100-B32-212-C 100 107.1 32 50 3.0 12 B Yes
M1345-HN06-D125-B40-210-C 125 132.2 40 63 3.0 10 B Yes
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AHNO Loong Series-45° Approach Angle Face Milling Cutter HNO0604 105 37 476
M1345-HNO6 Series XN0604

P v e s
3 3 3
Series BIZ Type R BS I\ S &
v v w
> > >
HNGX0604ANSN-F5 - 11 e ° ° ° ° ° ° °
F5
HNGX0604ANSN-M5 - 08 e ° ° ° ° ° ° °
-M5
HNGX0604ANSN-R5 - 08 e ° ° °
RS
XNGX0604ANSN-WS5 - 415 e ° ° ° °
w5
psser i parts D25~D32 D40~D125
& s AF9021(Torx 091P)-2.0 Nm AF9021(Torx 091P)-2.0 Nm
A ngﬁ‘;’vﬁih AF8010-T09IP
3 f(fl_:vﬁ:ib;zi AF8020-T09IP
L D40 D50~D63 D80 D100 D125
VAV e
QY Hexagon Socket Bolt ARSI AFS112
P e AF5201 AF5202 AF5203
& e FBIRE AF6201 AF6202 AF6203
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AHNO Loong Series-45° Approach Angle Face Milling Cutter
M1345-HNO9 Series

d1

NS/ O
Dc
Da ‘ -
50mm - 125mm 160 mm - 315mm
- — [B] &% Arbor [ B] &% Arbor
@ @ 4L Unit: mm

Series B S Type Dc Da d1 L apmax Nu%li%of .mﬁ.
Teeth Coolant

M1345-HN09-D050-B22-24-C 50 61.7 22 40 5.0 4 B Yes
M1345-HN09-D063-B22-26-C 63 74.7 22 40 5.0 6 B Yes
M1345-HN09-D080-B27-26-C 80 91.7 27 50 5.0 6 B Yes
M1345-HN09-D080-B27-Z28-C 80 91.7 27 50 5.0 8 B Yes
M1345-HN09-D100-B32-Z26-C 100 111.7 32 50 5.0 6 B Yes
M1345-HN09-D100-B32-Z8-C 100 111.7 32 50 5.0 8 B Yes
M1345-HN09-D100-B32-210-C 100 111.7 32 50 5.0 10 B Yes
M1345-HN09-D125-B40-26-C 125 136.7 40 63 5.0 6 B Yes

HNO0906 M1345-HN09-D125-B40-28-C 125 136.7 40 63 5.0 8 B Yes
M1345-HN09-D125-B40-Z210-C 125 136.7 40 63 5.0 10 B Yes
M1345-HN09-D125-B40-212-C 125 136.7 40 63 5.0 12 B Yes
M1345-HN09-D160-B40-Z8-C 160 171.7 40 63 5.0 8 B Yes
M1345-HN09-D160-B40-212-C 160 171.7 40 63 5.0 12 B Yes
M1345-HN09-D160-B40-214-C 160 171.7 40 63 5.0 14 B Yes
M1345-HN09-D200-B60-210-C 200 211.7 60 63 5.0 10 B Yes
M1345-HN09-D250-B60-214-C 250 261.7 60 63 5.0 14 B Yes
M1345-HN09-D315-B60-216-C 315 326.7 60 80 5.0 16 B Yes
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AHNO Loong Series-45° Approach Angle Face Milling Cutter HN0906 165 49 635

M1345-HNOQ9 Series XN0906

T U
3 3 3
Series BIZ Type R BS I\ S &
v v w
> > >
HNGX0906ANEN-F1 - 1.5 [ ] [ ] [ ] [ ] ([ ] [ ]
-F1
HNGX0906ANSN-F5 - 1.2 [ [ [ [ J [ ] ([ ] ([ ] [ ]
-F5
HNGX0906ANSN-M5 - 1.2 [ [ [ [ [ ] ([ ] ([ ] [ ]
-M5
HNGX0906ANSN-R5 - 1.2 [ J [ ] [ ] [ ] [ ] [ ] ([ ] [ ]
-R5
XNGX0906ANSN-W5 - 7.5 [ ] [ ] [ ] ([ ] ([ ]
-W5
Fif+ - =
Fesamliy Bers D50~D160 D200~D315
W nﬁﬁ;&gﬂ AF9022(Torx 15IP)-5.0 Nm AF9022(Torx 15IP)-5.0 Nm
Insert Locking Screw
(1 SARLFARF
o Key-shaped Wrench AF8020-T15IP
yd B2 AF8030-T151P
Screwdriver
P D50~D63 D80 D100 D125 D160 D200 D250 D315
[avav:t: e
Y Hexagon Socket Bolt AF5112 AF5114 AF5115 AF5115 AF5115
=
4 i AF5201 AF5202 | AF5203
ross Bolt
TFIREIRF
M Wrench for Cross Bolt AF6201 AF6202 AF6203
WL E
Internal Coolant End AF5311 AF5312 AF5313 AF5314
Cover
a R AREET
Hexagon Socket Screw AF5121 AF5122 AF5122 AF5123
for Coolant Cap
I PR R AIRFE
/ Wrench for Hexagon AF6100-05 | AF6100-07 | AF6100-07 | AF6100-07
Socket Screw
© S AF5501
Plug
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AHNO Loong Series-45° Approach Angle Face Milling Cutter
M1345-ONO06 Series

di1

di1

43° 43°
Y @ 3 @ i :\ 3
Dc Dc
Da Da
50mm - 125mm 160 mm - 250mm
[B] &% Arbor [ B] %4 Arbor
B Unit: mm
. o {7SE5 4 2
Series B BE Type Dc Da d1 L apmax  Numberof Internal
Teeth Coolant
M1345-ON06-D050-B22-74-C 50 60.8 22 40 4.0 4 B Yes
M1345-ON06-D050-B22-Z5-C 50 60.8 22 40 4.0 5 B Yes
M1345-ON06-D063-B22-725-C 63 73.8 22 40 4.0 5 B Yes
M1345-ON06-D063-B22-726-C 63 73.8 22 40 4.0 6 B Yes
M1345-ON06-D080-B27-26-C 80 90.8 27 50 4.0 6 B Yes
M1345-ON06-D080-B27-28-C 80 90.8 27 50 4.0 8 B Yes
M1345-ON06-D100-B32-Z8-C 100 110.8 32 50 4.0 8 B Yes
M1345-ON06-D100-B32-210-C 100 110.8 32 50 4.0 10 B Yes
M1345-ON06-D125-B40-Z8-C 125 135.8 40 63 4.0 8 B Yes
ONO0605
M1345-ON06-D125-B40-210-C 125 135.8 40 63 4.0 10 B Yes
M1345-ON06-D125-B40-212-C 125 135.8 40 63 4.0 12 B Yes
M1345-ON06-D160-B40-Z28-C 160 170.8 40 63 4.0 8 B Yes
M1345-ON06-D160-B40-212-C 160 170.8 40 63 4.0 12 B Yes
M1345-ON06-D160-B40-214-C 160 170.8 40 63 4.0 14 B Yes
M1345-ON06-D200-B60-212-C 200 210.8 60 63 4.0 12 B Yes
M1345-ON06-D200-B60-216-C 200 210.8 60 63 4.0 16 B Yes
M1345-ON06-D250-B60-Z214-C 250 260.8 60 63 4.0 14 B Yes
M1345-ON06-D250-B60-218-C 250 260.8 60 63 4.0 18 B Yes
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AHNO Loong Series-45° Approach Angle Face Milling Cutter

IC

d S

ONO0605 17

5.7 5.56

. SN1705
M1345-ON06 Series
< <
) d O o
%///‘4> BS S BS S
PR v [ s
3 % %
Series BIZ Type R BS I\ S &
w w w
> > >
ONMX060508SR-F5 08 075 ° ° ° ° ° ° °
-F5 .
~ ONMX060508SR-M5 08 075 ° ° ° ° ° ° )
-M5 -J'
"'}\ ONMX060508SR-R5 08 075 ° ° ° ° ° ° )
-R5 e /]
N ONMX060508SR-W5 0.8 43 ) ° ° °
W5 w'
p- SNMX170508SR-M5 0.8 0.7 ° ° ° ° ° ° °
-M5 £
. SNMX170508SR-R5 0.8 0.7 ° ° ° ° ° ° )
-R5 Hen
it D50~D160 D200~D315
Assembly Parts
& Insezz’jfffﬁi{rew AF9031(Torx 20IP)-5.0 Nm AF9031(Torx 20IP)-5.0 Nm
= f(ﬂjﬁvﬁ;f’zi AF8020-T20IP
& Scfﬁa o AF8030-T20IP
&1t ~
L5 D50~D63 D80 D100 D125 D160 D200 D250
Vi byl S
Hexagun Socket Bolt AF5112 AF5113 AF5114 AF5115 AF5115
@ R AF5202 AF5203
+FIBRIRF
8/ Wrench for Cross Bolt AF6202 AF6203
il RS
TR o AF5311 AF5312 AF5313
S Ih B RN R RE]
Hexagon Socket Screw AF5121 AF5122 AF5122
for Coolant Cap
ImEHERNBIRF
/ Wrench for Hexagon AF6100-05 AF6100-07 AF6100-07
Socket Screw
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-TN11 Series d1

| .‘\9; R

_Dc | _De |
[A]&#E Cylinder [W]MIE Weldon
@ P @ [B] &% Arbor
B Unit: mm
. - frSp5 ¢ )
Series A BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-TN11-D020-A20-Z2-C 20 20 29 150 5.0 2 A Yes
M2390-TN11-D022-A25-Z3-C 22 25 50 180 5.0 3 A Yes
M2390-TN11-D025-A25-Z3-C 25 25 34 170 5.0 3 A Yes
M2390-TN11-D025-A25-Z4-C 25 25 34 170 5.0 4 A Yes
TN1104
M2390-TN11-D030-A32-24-C 30 32 50 200 5.0 4 A Yes
M2390-TN11-D032-A32-Z4-C 32 32 37 195 5.0 4 A Yes
M2390-TN11-D032-A32-Z5-C 32 32 37 195 5.0 5 A Yes
M2390-TN11-D035-A32-Z5-C 35 32 80 200 5.0 5 A Yes
. - g5 ¢ =4
Series W BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-TN11-D020-W20-22-C 20 20 32 90 5.0 2 A Yes
M2390-TN11-D025-W25-23-C 25 25 42 100 5.0 3 A Yes
TN1104 M2390-TN11-D025-W25-74-C 25 25 42 100 5.0 4 A Yes
M2390-TN11-D032-W32-74-C 32 32 42 110 5.0 4 A Yes
M2390-TN11-D032-W32-Z5-C 32 32 42 110 5.0 5 A Yes
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter 63> 28 11 469

TN1104
M2390-TN11 Series

IC
a

_ L -~ S
. v [ s
> > >
) — T ) ]
Series BIZ Type R BS I\ S &
v w w
> > >
TNEX110404SR-F5 0.4 1.3 [ J [ J [ J [ J [ [ [ [ J
-F5 A
-
TNEX110408SR-F5 0.8 0.9 [ ] [ ] [ J [ J [ [ [ [ J
-F5 "
.
TNEX110404SR-M5 0.4 1.3 [} [} [} [} [ ] [ ] [ ] [
-M5 "
S
TNEX110408SR-M5 0.8 0.9 [ J [ J [ J [ J [ ] [ ] ([ ] [ ]
-M5 "
.
F - =
L. D20~D35 D40~D63
W | ﬂﬁiﬁgﬂ%ﬂ AF9041(Torx 071P)-0.8 Nm AF9041(Torx 071P)-0.8 Nm
nsert Clamping Screw
ERARF
< B AF8010-TO7IP
et SARLFARF
Key Wrench AF8020-TO7IP
&t ~
Accessories D40 D50~D63
5 VAV e
Y Hexagon Socket Bolt AFST11 AF5112
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-TN11 Series

—

I

Dc

—

[M] 824 Thread

di

Dc

[ B4 Arbor

4L Unit: mm

_ _ 8 S
Series M BE Type Dc d1 L apmax Number of Internal
Teeth Coolant

M2390-TN11-D020-M10-22-C 20 M10 26 5.0 2 % Yes
M2390-TN11-D025-M12-Z3-C 25 M12 33 5.0 3 A Yes

TN1104 M2390-TN11-D025-M12-Z4-C 25 M12 33 5.0 4 A Yes
M2390-TN11-D032-M16-Z4-C 32 M16 43 5.0 4 A Yes
M2390-TN11-D032-M16-Z5-C 32 M16 43 5.0 5 A Yes

) . ok Ve
Series B BE Type Dc d1 L apmax Number of Internal
Teeth Coolant

M2390-TN11-D040-B16-Z4-C 40 16 40 5.0 4 B Yes
M2390-TN11-D040-B16-26-C 40 16 40 5.0 6 A Yes
M2390-TN11-D050-B22-25-C 50 22 40 5.0 5 A Yes

TN1104

M2390-TN11-D050-B22-27-C 50 22 40 5.0 7 A Yes
M2390-TN11-D063-B22-26-C 63 22 40 5.0 6 A Yes
M2390-TN11-D063-B22-29-C 63 22 40 5.0 9 A Yes
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter 63> 28 11 469

TN1104
M2390-TN11 Series

IC
a

_ L -~ S
. v [ s
> > >
) — T ) ]
Series BIZ Type R BS I\ S &
v w w
> > >
TNEX110404SR-F5 0.4 1.3 [ J [ J [ J [ J [ [ [ [ J
-F5 A
-
TNEX110408SR-F5 0.8 0.9 [ ] [ ] [ J [ J [ [ [ [ J
-F5 "
.
TNEX110404SR-M5 0.4 1.3 [} [} [} [} [ ] [ ] [ ] [
-M5 "
S
TNEX110408SR-M5 0.8 0.9 [ J [ J [ J [ J [ ] [ ] ([ ] [ ]
-M5 "
.
F - =
L. D20~D35 D40~D63
W | ﬂﬁiﬁgﬂ%ﬂ AF9041(Torx 071P)-0.8 Nm AF9041(Torx 071P)-0.8 Nm
nsert Clamping Screw
ERARF
< B AF8010-TO7IP
et SARLFARF
Key Wrench AF8020-TO7IP
&t ~
Accessories D40 D50~D63
VAV e
Y Hexagon Socket Bolt AFST11 AF5112
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d1
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-TN17 Series

—

S dlee ke

Dc Dc
[B] &% Arbor [M] 424 Thread [A] B4 Cylinder
B Unit: mm
. - {7SE 4 A2
Series A BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-TN17-D032-A32-22-C 32 32 34 195 10 2 % Yes
TN1706
. - 55 g
Series M BS Type Dc d1 L apmax Number of Internal
Teeth Coolant
M2390-TN17-D040-M16-24-C 40 M16 43 10 4 A Yes
TN1706
. - [7SE5 A2
Series B BE Type Dc d1 L apmax Number of Internal
Teeth Coolant
M2390-TN17-D050-B22-74-C 50 22 40 10 4 A Yes
M2390-TN17-D050-B22-75-C 50 22 40 10 5 A Yes
M2390-TN17-D063-B22-24-C 63 22 40 10 4 A Yes
M2390-TN17-D063-B22-26-C 63 22 40 10 6 A Yes
M2390-TN17-D080-B27-Z5-C 80 27 50 10 5 % Yes
TN1706 M2390-TN17-D080-B27-27-C 80 27 50 10 7 B Yes
M2390-TN17-D100-B32-26-C 100 32 50 10 6 A Yes
M2390-TN17-D100-B32-Z28-C 100 32 50 10 8 A Yes
M2390-TN17-D125-B40-27-C 125 40 63 10 7 A Yes
M2390-TN17-D125-B40-29-C 125 40 63 10 9 A Yes
M2390-TN17-D160-B40-210 160 40 63 10 10 % No
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3% - Loong BERTI - 90° X RAFBHET]

AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter - d L =
M2390-TN17 Series 10.525 4.4  18.23  6.88

TN1706

60°

IC
/
/
\Q/
AN
a

,_
(%]

. v [ s
> > >
) = T ] T
Series BIZ Type R BS I\ S &
o [ o
> > >
TNEX170604SR-F5 0.4 2.1 [ J [ J [ J [ [ [ J
-F5 L
TNEX170608SR-F5 0.8 1.9 [ J [ J [ J [ J [ [ [ [ J
-F5 L
TNEX170604SR-M5 0.4 2.1 [} [} [} [ [ [}
-M5 A
TNEX170608SR-M5 0.8 1.9 [ J [ J [ J [ J [ [ [ [}
-M5 L
TNEX170612SR-M5 1.2 1.7 [ ] [ ] [ J [ J [ J
-M5 L
TNEX170616SR-M5 1.6 1.1 [} [} [ [ [}
-M5 L
S e D32~D40 D40~D160
W n}#ﬁﬁl’%ﬂgﬂ AF9042(Torx 15IP)-3.5 Nm AF9042(Torx 15IP)-3.5 Nm
Insert Clamping Screw
& TERARF
Flag Wrench AF8010-T15IP
1 SARLAZIRF
Key Wrench AF8020-T15IP
UL D50~D63 D80 D100 D125 D160
M7 fiRte
Y Hexagon Socket Bolt AF5112 AF5113 — AF5117 AF5114
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-SX09 Series di

»d1

®
Dc
Dc
[ B] 5% Arbor [A] B4 Cylinder
B Unit: mm
) o {7SE5 4 R2
Series A BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-5X09-D020-W20-22-C 20 20 32 82 8.0 2 B Yes
SX09T3 M2390-SX09-D025-W25-723-C 25 25 42 98 8.0 3 B Yes
M2390-5X09-D032-W32-24-C 32 32 42 102 8.0 4 A Yes
, _ K %
Series B BS Type Dc d1 L apmax Number of Internal
Teeth Coolant
M2390-5X09-D040-B16-Z5-C 40 16 40 8.0 5 A Yes
M2390-SX09-D050-B22-26-C 50 22 40 8.0 6 B Yes
M2390-SX09-D063-B22-27-C 63 22 40 8.0 7 A Yes
SX09T3
M2390-SX09-D080-B27-29-C 80 27 50 8.0 9 A Yes
M2390-5X09-D100-B32-210-C 100 32 50 8.0 10 B Yes
M2390-5X09-D125-B40-212-C 125 40 63 8.0 12 A Yes
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-SX09 Series

CLe

IC d S

9.55 35 3.97
SX09T3

s B
> > >
q = T ] ]
Series BIZ Type R BS I\ S &
w w v
> > >
SXMT09T304SR-M3 0.4 1.3 [} [} [} [ [ [ [}
-M3
SXMT09T304SR-M4 0.4 1.3 [ [ [} [ [ [ [}
SXMT09T308SR-M5 0.8 0.9 [ ] [ ] [ ] [ [ [ [}
-M5
B4 - -
Assembly Parts D20~D32 D40~D125
W | Dﬁiﬁgﬂ;ﬂ- AF9051(Torx 091P)-2.0 Nm AF9051(Torx 091P)-2.0 Nm
nsert Clamping Screw
HERZRF
A Flag Wrench AF8010-T09IP
% SARLARTF
S Key Wrench AF8020-T09IP
Accessories D40 D50~D63 D80 D100 D125
> bav::E -t
) Hexagon Socket Bolt AFSTT1 AF5112
@ ol AF5201 AF5202 AF5203
Cross Bolt
+FigiiRF
M Wrench for Cross Bolt AF6201 AF6202 AF6203
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-SX12 Series

d1

d1
, oy
|
Y | ® ®
Dc Dc
50mm - 125mm 160mm
[ B] 54k Arbor [B] /&% Arbor
B Unit: mm
ies B 12 T D d1 L s °
Series i'g ype C apmax Nu{z:&: of Internal Coolant
M2390-SX12-D050-B22-725-C 50 22 40 10 5 B Yes
M2390-SX12-D063-B22-26-C 63 22 40 10 6 B Yes
M2390-SX12-D080-B27-26-C 80 27 50 10 6 B Yes
SX1205
M2390-SX12-D100-B32-Z28-C 100 32 50 10 8 B Yes
M2390-SX12-D125-B40-29-C 125 40 63 10 9 A Yes
M2390-SX12-D160-B40-212 160 40 63 10 12 A Yes
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-SX12 Series

=

SX1205

12.7

4.4 5

R v K s
> > >
) = T ] ]
Series RS Type R BS S S S
v v w
> > >
SXMT120508SR-F5 0.8 [ J [ J [ J [ [ [ [ J
-F5
SXMT120508SR-M5 0.8 [ J [ J [ J [ [ [ [ J
-M5
SXMT120508PR-R5 0.8 [ [ [ [ ] [ ] [ ] [
-R5
B ~
Assembly Parts D50~D160
o I BUREST AF9052(Torx 15)-3.0 Nm
nsert Clamping Screw
e SARLFARF
Key Wrench AF8020-T15
L5 D50~D63 D80 D100 D125 D160
» [avav=t: e
O Hexagon Socket Bolt AFS112 AF5114
g AL AF5201 AF5202 AF5203
ross Bolt
+FIREIRTF
@/ Cross Bolt Wrench AF6201 AF6202 AF6203
Iﬂﬁﬁ)’_—'f AF5510-SX12 AF5510-SX12 AF5510-SX12 AF5510-5X12
nsert Shim
S BERAIET
Hexagon Socket Screw AF5401 AF5401 AF5401 AF5401
for Shim
BRRNAIRF
/ Wrench for Hexagon AF6100-3.5 AF6100-3.5 AF6100-3.5 AF6100-3.5
Socket Screw
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-X0O10 Series ——

Dc
[ B] 7554 Arbor [W] ME Weldon [A]E# Cylinder [M] 384 Thread
=p P Fp D P
B Unit: mm
) o oS [ hes
Series A BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-XO10-D016-A16-Z2-C 16 16 30 100 9.0 2 B Yes
M2390-X010-D020-A16-Z2-C 20 16 30 100 9.0 2 B Yes
M2390-X010-D020-A20-Z3-C 20 20 30 110 9.0 3 A Yes
X01003 M2390-X010-D025-A20-Z3-C 25 20 40 110 9.0 3 A Yes
M2390-X010-D025-A25-Z4-C 25 25 40 120 9.0 4 A Yes
M2390-X010-D032-A25-Z3-C 32 25 50 120 9.0 3 A Yes
M2390-X010-D032-A32-Z5-C 32 32 50 130 9.0 5 B Yes
. . (eS¢ [ bes
Series W BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M2390-X010-D016-W16-22-C 16 16 30 79 9.0 2 A Yes
M2390-X010-D020-W20-Z3-C 20 20 30 81 9.0 3 B Yes
X01003
M2390-X010-D025-W25-24-C 25 25 40 97 9.0 4 A Yes
M2390-X010-D032-W32-Z5-C 32 32 50 111 9.0 5 A Yes
_ - e %
Series M BIS Type Dc d1 L apmax Number of Internal
Teeth Coolant
M2390-X010-D016-M08-Z2 16 M8 25 9.0 2 7% No
M2390-X010-D020-M10-Z3 20 M10 30 9.0 3 7 No
X01003
M2390-XO010-D025-M12-24 25 M12 35 9.0 4 7 No
M2390-X010-D032-M16-Z5 32 M16 43 9.0 5 7 No
_ _ PSESS s
Series B BIE Type Dc d1 L apmax Number of Internal
Teeth Coolant
M2390-X010-D040-B16-Z6-C 40 16 40 9.0 6 B Yes
X01003
M2390-X010-D050-B22-27-C 50 22 40 9.0 7 A Yes
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter d
i . 2.9
M2390-X010 Series X01003
S
|
Z'A
15° \/:zéz
R>1.6
PP v R s
> > >
q = ) ] )
Series RIS Type L S R W ] & I
[ [ v
> > >
2 XOMT100304R-F5 91 34 04 18 ° ) ) ° ) °
-F5 @
N
&
Y XOGT1003PER-M4 67 34 08 18 ) ° ) ) ° ° ) °
M4 @
XOMT100302R-M4 91 34 02 18 ° ) ) ° ) °
XOMT100304R-M4 91 34 04 18 ° ) ) ® ) °
@7 XOMT100308R-M4 91 34 08 18 ) ° ) ) ° ° ) °
XOMT100310R-M4 91 34 10 18 ) ° ) ) ® ° ) °
-M4
XOMT100312R-M4 91 34 12 18 ) ° ) ) ° ° ) °
XOMT100316R-M4* 78 332 1.6 s ) ° ) ) ® ° ) °
Q XOMT100320R-M4* 77 328 20 - ° ) ) ° ) °
XOMT100330R-M4* 75 319 3.0 - ° ) ) ® ) °
XOMT100304R-M5 91 34 04 16 ) ° ) ) ° ° ) °
-M5 A
h XOMT100308R-M5 91 34 08 16 ) ° ) ) ® ° ) °
. XOMT100304R-R5 91 34 04 16 ) ° ) ) ° ° ) °
-R5
) XOMT100308R-R5 91 34 08 16 ) ° ) ) ® ° ) °
XOMT100310-HF 83 338 1.0 22 ) ° ) ) ° ° ) °
-HF 4
\@ HIEAM TORE
* TMEBREERE: R () =R (JIA) -0.5
The tool body must be modified: R (tool body) = R (insert) - 0.5
Bt - -
e e D16~D32 D40~D50
W | TIPSR IRET AF9011(Torx 08IP)-1.2 Nm AF9011(Torx 08IP)-1.2 Nm
nsert Clamping Screw
FEARF
A B RE AF8010-TOSIP
SARLAZIRF
Z Key Wrench AF8020-T08IP

Accessories

D40

D50

M7 fiRte

Hexagon Socket Bolt

AF5111

AF5112
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter
M2390-XO16 Series

90°

90°

= 90°
| |[o
K ap §

ap ap
Dc Dc
[ B]it%h Arbor [A]E# Cylinder [W] MIE Weldon
B Unit: mm

. o {7SE5 4 ps
Series A BE Type Dc d1 I L apmax  Numberof Internal
Teeth Coolant
M2390-X016-D025-A25-Z2-C 25 25 40 120 15 2 B Yes
M2390-X016-D032-A25-Z2-C 32 25 50 120 15 2 B Yes
X01606 M2390-X016-D032-A32-Z3-C 32 32 50 130 15 3 B Yes
M2390-X016-D040-A25-Z3-C 40 25 50 120 15 3 B Yes
M2390-X016-D040-A32-Z4-C 40 32 50 130 15 4 B Yes

. o {7SES 8 R
Series W BS Type Dc d1 11 L apmax  Numberof Internal
Teeth Coolant
M2390-X016-D025-W25-Z2-C 25 25 40 97 15 2 B Yes
X01606 M2390-X016-D032-W32-Z3-C 32 32 50 111 15 3 B Yes
M2390-X016-D040-W32-Z4-C 40 32 50 M 15 4 B Yes

. o L5 b

Series B BE Type Dc d1 L apmax Number of Internal

Teeth Coolant

M2390-X016-D040-B16-Z4-C 40 16 40 15 4 A Yes

M2390-X016-D050-B22-Z5-C 50 22 40 15 5 B Yes

M2390-X016-D063-B22-Z6-C 63 22 40 15 6 B Yes

X01606 M2390-X016-D080-B27-Z7-C 80 27 50 15 7 B Yes

M2390-X016-D100-B32-Z8-C 100 32 50 15 8 B Yes

M2390-X016-D125-B40-Z9-C 125 40 63 15 9 B Yes

M2390-X016-D160-B40-Z10 160 40 63 15 10 7 No
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AHNO Loong Series-90° Approach Angle Shoulder Milling Cutter

M2390-XO16 Series XO1606 47
vl
{H @ /)
i 11°
M‘ L
T =1
v R
> > >
q = ) el )
Series RIS Type L S R W 8 = S
by 5 b3
; XOMT160608R-F5 18 642 08 33 | @ ) ° ° ) ) ° )
-F5
"
XOMT160604R-M4 18 648 04 30 | @ ) ° ° ) ° ° °
XOMT160608R-M4 18 644 08 30 | @ ° ° ° ° ° ° °
@;ﬁ XOMT160612R-M4 18 640 12 30 | @ ° ° ° ° ° ° °
XOMT160616R-M4 18 636 16 30 | @ ° ° ° ° ° ° °
-M4
XOMT160630R-M4* 159 610 3.0 - ° ° ° ° °
: XOMT160640R-M4* 158 6.03 4.0 - ° ) ° ° °
j XOMT160650R-M4* 157 596 5.0 - ° ) ) ) )
XOMT160660R-M4* 15.6 589 6.0 - ° ° o ° °
XOMT160608R-R5 18 640 08 29 | @ ) ° ° ° ° ° °
-R5 §
XOMT160608R-R7 18 640 08 29 | @ ° ° ° ° ° ° °
& A
|

* TRMTETBOE: R( TR )=R(7IF )-0.5

The tool body must be modified: R (tool body) = R (insert) - 0.5

B - -
Assembly Parts D25~D40 D40~D160
W I Gkasmi) AF9012(Torx 15IP)-3.0 Nm AF9012(Torx 151P)-3.0 Nm
nsert Clamping Screw
BERARF
% Flag Wrench AF8010-T15IP
o1 SARLFARF
S Key Wrench AF8020-T15IP
Accessories D40 D50~D63 D80 D100 D125 D160
VAT e
Hexagon Socket Bolt AF5111 AF5112 AF5113 — AF5117 AF5114
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AHNO Loong Series-Profiling Milling Cutter
M1300-RC10 Series

d1

k

Dc L
[ B]it%h Arbor [A]&#E Cylinder [M]#84¢ Thread
@ @ @ B Unit: mm
_ _ s Mg
Series A BE Type Dc d1 I L apmax  Numberof internal
Teeth Coolant
M1300-RC10-D025-A20-22-C 25 20 34 170 5.0 2 A Yes
M1300-RC10-D025-A20-Z3-C 25 20 34 170 5.0 3 B Yes
RC10T3
M1300-RC10-D032-A25-23-C 32 25 42 200 5.0 3 A Yes
M1300-RC10-D032-A25-24-C 32 25 42 200 5.0 4 A Yes
_ _ PSEd %
Series M BS Type Dc d1 L apmax Number of Internal
Teeth Coolant
M1300-RC10-D025-M12-22-C 25 M12 32 5.0 2 B Yes
M1300-RC10-D025-M12-Z3-C 25 M12 32 5.0 3 A Yes
RC10T3
M1300-RC10-D032-M16-24-C 32 M16 42 5.0 4 A Yes
M1300-RC10-D035-M16-Z4-C 35 M16 42 5.0 4 B Yes
, _ K %
Series B BS Type Dc d1 L apmax Number of Internal
Teeth Coolant
M1300-RC10-D040-B16-Z5-C 40 16 40 5.0 5 A Yes
M1300-RC10-D050-B22-75-C 50 22 40 5.0 5 B Yes
M1300-RC10-D050-B22-76-C 50 22 40 5.0 6 B Yes
M1300-RC10-D052-B22-25-C 52 22 40 5.0 5 A Yes
RC10T3 M1300-RC10-D052-B22-26-C 52 22 40 5.0 6 A Yes
M1300-RC10-D063-B22-26-C 63 22 40 5.0 6 A Yes
M1300-RC10-D063-B22-27-C 63 22 40 5.0 7 A Yes
M1300-RC10-D066-B27-26-C 66 27 50 5.0 6 A Yes
M1300-RC10-D066-B27-27-C 66 27 50 5.0 7 A Yes
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AHNO Loong Series-Profiling Milling Cutter
M1300-RC10 Series

N

N
=S

INSD d S

10 3.9 3.97
RC10T3

I K s
> > >
. - il b 3
Series S Type S S &
v vl wv
> > >
RCMT10T3MOSN-F5 [ ] [ ] [ J [ ] [ ]
-F5 :
RCMT10T3MOSN-M5 [ [} [} [ [} [} [}
-M5
RCMT10T3MOSN-R5 [ J [} [} [}
-R5
B4 - -
Assembly Parts D25~D35 D40~D66
o® | G kcasomi) AF9061(Torx 10IP)-3.0 Nm AF9061(Torx 10IP)-3.0 Nm
nsert Clamping Screw
HERZRF
A B e AF8010-T10IP
¢ SARLARTF
e Key Wrench AF8020-T10IP
Accessories D40 D50~D63 D66
o vav=k e
Hexagon Socket Bolt AFST11 AF5112 AF5113
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M1300-RC12 Series

[ B] %4 Arbor

== X

4L Unit: mm
¥k Ve
Series B BE Type Dc d1 L apmax Number of Internal
Teeth Coolant
M1300-RC12-D040-B16-Z3-C 40 16 40 6.0 3 & Yes
M1300-RC12-D050-B22-24-C 50 22 40 6.0 4 A Yes
M1300-RC12-D052-B22-75-C 52 22 40 6.0 5 A Yes
RC1204 M1300-RC12-D063-B22-Z5-C 63 22 40 6.0 5 A Yes
M1300-RC12-D066-B27-26-C 66 27 50 6.0 6 A Yes
M1300-RC12-D080-B27-Z5-C 80 27 50 6.0 5 A Yes
M1300-RC12-D100-B32-26-C 100 32 50 6.0 6 B Yes
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AHNO Loong Series-Profiling Milling Cutter INSD  d S
M1300-RC12 Series RC1204 12 44 476
N

N
=S

Series BIE Type

. RCMT1204MOEN-F5 ° ) °
-F5
6 RCMT1204MOSN-M5 ) ) () ® ® ® [} ®
-M5

@ | VSzddY
® |vsendv
® |Vsendy wn

RCMT1204MOEN-R5 ([ ] [ [ ] [ ] [ [ ] [ [ ]

Asser[!r!?)ﬁFParts D40~D100

TIRBRIRET

Insert Clamping Screw

SARLRARF
Key Wrench

AF9062(Torx 15IP)-3.0 Nm

% %

AF8020-T15IP

D40 D50~D63 D66~D80 D100

Accessories

bav::EEtes
Hexagon Socket Bolt AF5116 AF5112 AF5113

+Figte

Cross Bolt

TFERIRF

Wrench for Cross Bolt

AF5202

149

AF6202
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AHNO Loong Series-Profiling Milling Cutter

M1300-RC16 Series

d1 d1

Dc Dc
63mm - 125mm 160mm
[ B] /%4 Arbor [ B] &% Arbor
@ @ @ B Unit: mm
. o L5 b
Series B BE Type Dc d1 L apmax Number of Internal
Teeth Coolant
M1300-RC16-D063-B22-Z4-C 63 22 50 8.0 4 A Yes
M1300-RC16-D066-B27-25-C 66 27 50 8.0 5 A Yes
M1300-RC16-D080-B27-Z5-C 80 27 50 8.0 5 A Yes
RC1606

M1300-RC16-D100-B32-26-C 100 32 50 8.0 6 A Yes
M1300-RC16-D125-B40-27-C 125 40 63 8.0 7 A Yes
M1300-RC16-D160-B40-Z8-C 160 40 63 8.0 8 B Yes
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AHNO Loong Series-Profiling Milling Cutter INSD  d S
M1300-RC16 Series RC1606 16 55 635
N

N
=S

Y M Kk s
> > >
) = © ] T
Series A= Type S S &
v vl 'y
> > >
\ RCMT1606MOEN-F5 [ [ J [ [ J [ J [ J [ J [ J
-F5
X RCMT1606MOSN-M5 [ [ [ ] [ [ [ [ [
-M5
. 1 RCMT1606MOSN-R5 [ [ [ ] [ [ [ [ [
-R5
B -
Assembly Parts D63~D160
o I BUREST AF9063(Torx 201P)-5.0 Nm
nsert Clamping Screw
¢ SARLARF
Key-shaped Wrench ARSI
L5 D63 D66~D80 D100 D125 D160
o M7 AiRE
Hexagon Socket Bolt AF5112 AF5113 AF5117 AF5114
+Figie
@ Cross Bolt A2
+FIRIRF
M Wrench for Cross Bolt AF6202
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AHNO Loong Series-Profiling Milling Cutter

M1300-RC20 Series

di

di1

Dc

80mm - 125mm
[ B] /5% Arbor

160mm
[ B] % Arbor

> S PP
4L Unit: mm

1
. o 355 25he
Series B BE Type Dc d1 L apmax Number of Internal
Teeth Coolant
M1300-RC20-D080-B27-24-C 80 27 50 10 4 A Yes
M1300-RC20-D100-B32-Z5-C 100 32 50 10 5 A Yes

RC2006

M1300-RC20-D125-B40-26-C 125 40 63 10 6 A Yes
M1300-RC20-D160-B40-27-C 160 40 63 10 7 A Yes
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AHNO Loong Series-Profiling Milling Cutter INSD  d S
M1300-RC20 Series RC2006 20 65 635
N

d
—

e ] M K s
> > >
) = © ] bl
Series A= Type S S &
v vl wv
> > >
\ RCMT2006MOSN-F5 [ [ J [ [ J [ J [ J [ J [ J
-F5
\ RCMT2006MOSN-M5 [ [} [ ] [ [ [ [ [
-M5
#7 RCMT2006MOSN-R5 [ [ [ [ [
-R5
B4 -
Assembly Parts D80~D160
o I BUREST AF9064 (Torx 25IP)-7.5 Nm
nsert Clamping Screw
S T RARF
T-shaped Wrench AR
L5 D80 D100 D125 D160
M7 AiRE
Hexagon Socket Bolt AF5113 AF5117 AF5114
+Figie
@ Cross Bolt sl
+FigeiRF
M Wrench for Cross Bolt AF6202
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HNOG6 Series
HIHIZ%K Cutting Parameters Vc (m/min) fz(mm/z)
-
3] 4 MABRE
ISO M.H”ﬂ Tensile Strength R ACP25A APP25A APU35A F5 M5 R5 W5
Material Group (N/mm?) (HB)
Faem 430 125 225~270 180~270 160~240 0.24 0.27 0.32 0.12
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2 0.24 0.27 0.12
(a5 700-950 200280 150~240 125-225 100~200 0.2 024 027 012
Low-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.18 0.2 0.24 0.1
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18 0.2 0.24 0.1
TUHETEH 780 230 100~150 90~120 0.18 02 024 0.1
Duplex Stainless Steel
BEATREN - -
M o 680 200 120~160 100~125 0.18 0.2 0.24 0.1
TUERACTRD 1010 300 80~120 75~100 015 018 02 0.1
ainless Steel
R 200350 180-245 180~320 160~240 0.27 03 036 0.12
rey Cast Iron
N IREBHE 400-700 155-265 125~225 120~200 0.24 0.27 0.32 0.12
odular Cast Iron
c REHR 400 230 120~160 100~150 0.2 0.24 0.27 0.12
ompacted Graphite Iron
BE/#HESE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.12 0.15 0.18 0.1
S Alloy
. GGk 1260-1400 375-410 30~50 0.12 0.15 0.18 0.1
itanium Alloy
N il 260-450 75-130
Aluminium Alloy
EREN
H Hardened Steel ° HRC50-60
Pt
Hardened Cast Iron - HRC55
HNOQ9 Series
HIHIZ%k Cutting Parameters Vc (m/min) fz(mm/z)
214 MHBEE
ISO HHA Tensile Strength 75 R ACP25A APP25A APU35A F1 F5 M5 R5 w5
Material Group (N/mm2) (HB)
N 430 125 225~270 180~270 160~240 0.24 0.27 0.32 0.36 0.12
Ela=5a:0]
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2 0.24 0.27 0.3 0.12
L el 700-950 200-280 150~240 125~225 100~200 0.2 0.24 0.27 0.3 0.12
ow-Alloyed Steel
=aew 950-1200 280-355 120~160 100~150 80~120 0.18 0.2 0.24 0.27 0.1
. I=o=]
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18 0.2 0.24 0.27 0.1
SUERSFH 780 230 100~150 90~120 0.18 02 024 027 0.1
Duplex Stainless Steel
BEATEN . -
M o o el 680 200 120~160 100~125 0.18 0.2 0.24 0.27 0.1
SRR 1010 300 80~120 75-100 0.15 018 02 0.24 0.1
ainless Steel
. RO 200-350 180-245 180~320 160~240 0.27 0.3 0.36 0.4 0.12
rey Cast Iron
N EREB X 400-700 155-265 125~225 120~200 0.24 0.27 0.32 0.36 0.12
odular Cast Iron
Compa RIRERH 400 230 120~160 100~150 02 0.24 0.27 03 012
ompacted Graphite Iron
BE/#HEAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.12 0.15 0.18 0.2 0.1
S Alloy
P
i 1260-1400 375-410 30-50 0.12 015 018 02 0.1
itanium Alloy
N SEE 260-450 75-130
Aluminium Alloy
RN
H Hardened Steel - HRC50-60
FERETEE
Hard/ened Cast Iron - HRC55
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AHNO Loong Series-Cutting Parameters

ONO6 Series
IHIZ%K Cutting Parameters Vc (m/min) fz(mm/z)
-
3 4] JHsRE
ISO M.H’H Tensile Strength R ACP25A APP25A APU35A F5 M5 R5 w5
Material Group (N/mm2) (HB)
e 430 125 225~270 180~270 160~240 0.24 0.27 0.32 0.1
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2 0.24 0.27 0.1
(RN 700-950 200280 150~240 125~225 100~200 0.2 024 027 0.1
Low-Alloyed Steel
e 950-1200 280-355 120~160 100~150 80~120 0.18 0.2 0.24 0.08
G B
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18 0.2 0.24 0.08
THETEH 780 230 100~150 90~120 018 02 0.24 0.08
Duplex Stainless Steel
B AR EN - -
M o 680 200 120~160 100~125 0.18 0.2 0.24 0.08
MRS 1010 300 80~120 75~100 016 0.18 02 0.08
ainless Steel
Jxass 200-350 180-245 180~320 160~240 027 03 0.36 0.1
rey Cast Iron
N IR 400-700 155-265 125~225 120~200 0.24 0.27 0.32 0.1
odular Cast Iron
Compan T 400 230 120~160 100~150 02 0.24 0.27 0.1
ompacted Graphite Iron
BRE /#HEAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.15 0.16 0.18 0.08
S Alloy
. GGk 1260-1400 375-410 30~50 0.15 0.16 0.18 0.08
itanium Alloy
BE
N Aluminium Alloy 260-450 75-130
EREN
H Hardened Steel : HRC50-60
R
Hardened Cast Iron : HRC55
SN17 Series
HIHIZ %k Cutting Parameters Vc (m/min) fz(mm/z)
21 4 RHEEE
ISO A Tensile Strength TR ACP25A APP25A APU35A M5 R5
Material Group (N/mm?) (HB)
FaeR 430 125 225~270 180~270 160~240 0.32 0.36
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.27 0.3
L & 25 700-950 200-280 150~240 125~225 100~200 0.27 0.3
ow-Alloyed Steel
-, 950-1200 280-355 120~160 100~150 80~120 0.24 0.27
 BAEW
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.24 0.27
SRR FH 780 230 100~150 90~120 0.24 0.27
Duplex Stainless Steel
BEATEN - -
M i o 680 200 120~160 100~125 0.24 0.27
FUERCTE] 1010 300 80~120 75-100 0.2 0.24
ainless Steel
. RO 200-350 180-245 180~320 160~240 0.36 0.4
rey Cast Iron
N BRI 400-700 155-265 125~225 120~200 0.32 0.36
odular Cast Iron
IEREE . -
Compactad Cromhite Iron 400 230 120~160 100~150 0.27 0.3
BE /HEEE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.18 0.2
S Alloy
P
bt 1260-1400 375-410 30-50 018 0.2
itanium Alloy
N SEE 260-450 75-130
Aluminium Alloy
EREEN
H Hardened Steel ° HRC50-60
ERETEEE
Hard/ened Cast Iron ° HRC55
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TN11 Series
HIHIZ%K Cutting Parameters Vc (m/min) fz(mm/z)
.
3] 4 MABEE
ISO MR Tensile Strength R ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm?) (HB)
Faem 430 125 225~270 180~270 160~240 0.24 0.27
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2 0.24
Lkl 700-950 200280 150~240 125-225 100~200 0.2 024
Low-Alloyed Steel
=aem 950-1200 280-355 120~160 100~150 80~120 0.18 0.2
. IDi=]
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18 0.2
THETFN 780 230 100~150 90~120 0.18 02
Duplex Stainless Steel
BEATREN - -
M ot 680 200 120~160 100~125 0.18 0.2
B 1010 300 80~120 75-100 015 018
ainless Steel
R 200350 180-245 180~320 160~240 0.27 03
rey Cast Iron
N IREBHR 400-700 155-265 125~225 120~200 0.24 0.27
odular Cast Iron
TR . -
Compacted Cromhite Iron 400 230 120~160 100~150 0.2 0.24
BE/#ESE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.12 0.15
S Alloy
. skad 1260-1400 375-410 30~50 0.12 0.15
itanium Alloy
N il 260-450 75-130
Aluminium Alloy
EEREN
H Hardened Steel ° HRC50-60
Pt
Hardened Cast Iron ° HRC55
TN17 Series
HIHIE %K Cutting Parameters Vc (m/min) fz(mm/z)
w14 MHEEE
ISO MR Tensile Strength AR ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm2) (HB)
Faem 430 125 225~270 180~270 160~240 0.27 0.32
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.24 0.27
e 700-950 200-280 150~240 125~225 100~200 0.24 0.27
Low-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.2 0.24
 BAEW
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.2 0.24
THERFH 780 230 100~150 90~120 0.2 024
Duplex Stainless Steel
BEATEN . -
M e o el 680 200 120~160 100~125 0.2 0.24
ARG 1010 300 80~120 75-100 018 0.2
ainless Steel
. RO 5% 200-350 180-245 180~320 160~240 0.3 0.36
rey Cast Iron
N EREBH X 400-700 155-265 125~225 120~200 0.27 0.32
odular Cast Iron
Compa PRI 400 230 120~160 100~150 0.24 0.27
ompacted Graphite Iron
BE /EES
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.15 0.18
S Alloy
e 1260-1400 375410 30-50 015 018
itanium Alloy
N 58 260-450 75-130
Aluminium Alloy
EREN
H Hardened Steel ° HRC50-60
itz
Hardlened CastlIron - HRC55
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SX09 Series
IHIZ%k Cutting Parameters Vc (m/min) fz(mm/z)
-
3 4] JHsRE
1SO A Tensile Strength BRI ACP25A APP25A APU35A M3 M4 M5
Material Group (N/mm2) (HB)
faem 430 125 225-270 180~270 160~240 0.2 0.24 0.27
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18 0.2 0.24
(e 700-950 200280 150~240 125~225 100~200 018 0.2 024
Low-Alloyed Steel
e 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2
G B
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.2
THETEH 780 230 100~150 90~120 0.16 0.18 02
Duplex Stainless Steel
B AT . -
M e s 680 200 120~160 100~125 0.16 0.18 0.2
MRS 1010 300 80~120 75-100 0.12 015 018
ainless Steel
xR 200-350 180-245 180~320 160~240 0.24 0.27 03
rey Cast Iron
N IR 400-700 155-265 125~225 120~200 0.2 0.24 0.27
odular Cast Iron
Compan T 400 230 120~160 100~150 018 0.2 0.24
ompacted Graphite Iron
BRE /#HEAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1 0.12 0.15
S Alloy
. GGk 1260-1400 375-410 30~50 0.1 0.12 0.15
itanium Alloy
N 58 260-450 75-130
Aluminium Alloy
EREN
H Hardened Steel : HRC50-60
R
Hardened Cast Iron : HRCS5
SX12 Series
IHIZ4%K Cutting Parameters Vc (m/min) fz(mm/z)
14 HGEE
1SO A Tensile Strength TR ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm?) (HB)
faem 430 125 225-270 180~270 160~240 0.2 0.24 0.27
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18 0.2 0.24
L EEEW 700-950 200-280 150~240 125~225 100~200 0.18 0.2 0.24
ow-Alloyed Steel
-4 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2
- mael
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.2
THETEH 780 230 100~150 90~120 0.16 0.18 02
Duplex Stainless Steel
BERAATEN . -
M ol 680 200 120~160 100~125 0.16 0.18 0.2
MRS 1010 300 80~120 75-100 0.12 015 0.18
ainless Steel
G’*—":‘%i* 200-350 180-245 180~320 160~240 0.24 0.27 0.3
rey Cast Iron
N IR 400-700 155-265 125~225 120~200 0.2 0.24 0.27
odular Cast Iron
Compa PRI 400 230 120~160 100~150 0.18 0.2 0.24
ompacted Graphite Iron
BE /#EAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1 0.12 0.15
S Alloy
Py
iad 1260-1400 375-410 30-50 0.1 012 0.15
itanium Alloy
N k] 260-450 75-130
Aluminium Alloy
ERE
H Hardened Steel : HRC50-60
R
Hardened Cast Iron : HRC55
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X010 Series
HIHIZ%K Cutting Parameters Vc (m/min) fz(mm/z)
214 MHEEE
ISO ki Tensile Strength R ACP25A APP25A APU35A F5 M4 M5 R5 HF
Material Group (N/mm?) (HB)
Faem 430 125 225~270 180~270 160~240 0.2 0.24 0.24 0.27 0.8
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18 0.2 0.2 0.24 0.75
e 700-950 200-280 150~240 125-225 100~200 0.18 0.2 0.2 0.24 0.75
Low-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.18 0.2 0.6
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.18 0.2 0.6
oo A 780 230 100~150 90~120 0.16 0.18 0.18 02 06
uplex Stainless Steel
BEATREN - -
M i B 680 200 120~160 100~125 0.16 0.18 0.18 0.2 0.6
B 1010 300 80~120 75~100 0.12 015 0.15 018 05
ainless Steel
RO 200350 180-245 180~320 160~240 0.24 0.27 0.27 03 1.0
Grey Cast Iron
N IREB 400-700 155-265 125~225 120~200 0.2 0.24 0.24 0.27 0.8
odular Cast Iron
Compa MR 400 230 120~160 100~150 018 0.2 0.2 0.24 0.75
ompacted Graphite Iron
BE/#ES®
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1 0.12 0.12 0.15 0.45
Alloy
. skad 1260-1400 375-410 30~50 0.1 0.12 0.12 0.15 0.45
itanium Alloy
N SRR 260-450 75-130
Aluminium Alloy
EEREN
H Hardened Steel ° HRC50-60
B
Hardened Cast Iron ° HRC55
X016 Series
HIHIE %K Cutting Parameters Vc (m/min) fz(mm/z)
w14 MABEE
ISO MR Tensile Strength AR ACP25A APP25A APU35A F5 M4 R5 R7
Material Group (N/mm2) (HB)
Faem 430 125 225~270 180~270 160~240 0.2 0.24 0.27 0.27
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18 0.2 0.24 0.24
e 700-950 200-280 150~240 125~225 100~200 0.18 0.2 0.24 0.24
Low-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.16 0.18 0.2 0.2
 BAEW
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16 0.18 0.2 0.2
ST AN 780 230 100~150 90~120 0.16 0.18 0.2 0.2
Duplex Stainless Steel
BEATEN _ _
M i 680 200 120~160 100~125 0.16 0.18 0.2 0.2
ARG 1010 300 80~120 75~100 0.12 0.15 018 018
ainless Steel
. RO 200-350 180-245 180~320 160~240 0.24 0.27 0.3 0.3
rey Cast Iron
N RIS 400-700 155-265 125~225 120~200 0.2 0.24 0.27 0.27
odular Cast Iron
REHR 400 230 120~160 100~150 018 0.2 024 024
Compacted Graphite Iron
BE /EES
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1 0.12 0.15 0.15
S Alloy
. skad 1260-1400 375-410 30~50 0.1 0.12 0.15 0.15
itanium Alloy
N 58 260-450 75-130
Aluminium Alloy
EREN
H Hardened Steel ° HRC50-60
BT
Hardlened Cast Iron - HRC55
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RC10 Series
IHIZ%k Cutting Parameters Vc (m/min) fz(mm/z)
14 HGEE
1SO M Tensile Strength BRI ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm2) (HB)
st 430 125 225~270 180~270 160~240 0.2~0.75 0.24~0.8 0.27-1.0
FEEW
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18~0.6 0.2~0.75 0.24~0.8
Lk 700-950 200-280 150~240 125~225 100~200 0.18-0.6 0.2~0.75 0.24~0.8
Low-Alloyed Steel
e 950-1200 280-355 120~160 100~150 80~120 0.16~0.5 0.18~0.6 0.2~0.75
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16~0.5 0.18~0.6 0.2~0.75
oo SR 780 230 100~150 90~120 0.16~0.5 0.18~0.6 0.2~0.75
uplex Stainless Steel
B AT . - . - -
M i e 680 200 120~160 100~125 0.16~0.5 0.18~0.6 0.2~0.75
MRS 1010 300 80~120 75-100 0.12~0.45 0.15-0.5 0.18-0.6
ainless Steel
Jxass 200-350 180-245 180~320 160~240 0.24~0.8 0.27-1.0 03-1.2
rey Cast Iron
N IRBHE 400-700 155-265 125~225 120~200 0.2~0.75 0.24~0.8 0.27~1.0
odular Cast Iron
Compan T 400 230 120~160 100~150 0.18-0.6 0.2~0.75 0.24-0.8
ompacted Graphite Iron
BRE /#HEAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1~0.4 0.12~0.45 0.15~0.5
S Alloy
. GGk 1260-1400 375-410 30~50 0.1~0.4 0.12~0.45 0.15~0.5
itanium Alloy
FEEE
N Aluminium Alloy 260-450 75130
EREN
H Hardened Steel : HRC50-60
R
Hardened Cast Iron : HRCS5
RC12 Series
IHIZ4%K Cutting Parameters Vc (m/min) fz(mm/z)
14 HGEE
1SO A Tensile Strength TR ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm2) (HB)
- 430 125 225~270 180~270 160~240 0.2~0.75 0.24~0.8 0.27-1.0
FEEW
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.18-0.6 0.2~0.75 0.24~0.8
EEEW 700-950 200-280 150~240 125~225 100~200 0.18-0.6 0.2~0.75 0.24~0.8
Low-Alloyed Steel
i 950-1200 280-355 120~160 100~150 80~120 0.16~0.5 0.18~0.6 0.2~0.75
= n@fﬁ]
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.16~0.5 0.18~0.6 0.2~0.75
ST SEH 780 230 100~150 90~120 0.16-0.5 0.18-0.6 0.2~0.75
Duplex Stainless Steel
BERAATEN - _ N " N
M i e 680 200 120~160 100~125 0.16~0.5 0.18~0.6 0.2~0.75
MRS 1010 300 80~120 75-100 0.12-0.45 0.15-0.5 0.18-0.6
ainless Steel
G’*—'E‘%ﬁ 200-350 180-245 180~320 160~240 0.24~0.8 0.27-1.0 0.3-1.2
rey Cast Iron
N IR 400-700 155-265 125~225 120~200 0.2~0.75 0.24~0.8 0.27~1.0
odular Cast Iron
Compa PRI 400 230 120~160 100~150 0.18-0.6 0.2~0.75 0.24-0.8
ompacted Graphite Iron
BE /#EAE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.1~0.4 0.12~0.45 0.15~0.5
S Alloy
Py
. kS 1260-1400 375-410 30~50 0.1~0.4 0.12~0.45 0.15~0.5
itanium Alloy
BE
N Aluminium Alloy 260-450 75-130
ERE
H Hardened Steel : HRC50-60
R
Hardened Cast Iron : HRC55
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RC16 Series
tJHIE%k Cutting Parameters Vc (m/min) fz(mm/z)
.
3] 4 MABEE
ISO MR Tensile Strength R ACP25A APP25A APU35A F5 M5 R5
Material Group (N/mm?) (HB)
- 430 125 225~270 180~270 160~240 0.24~0.8 0.27-1.0 0.32~1.2
Ela=sa 1]
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2~0.75 0.24~0.8 0.27~1.0
P
Gl 700-950 200280 150~240 125-225 100~200 0.2-0.75 0.24-0.8 0.27-1.0
ow-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.18~0.6 0.2~0.75 0.24~0.8
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18~0.6 0.2~0.75 0.24~0.8
oo A 780 230 100~150 90~120 0.18~0.6 0.2~0.75 0.24~0.8
uplex Stainless Steel
BEATREN . - - - -
M i B 680 200 120~160 100~125 0.18~0.6 0.2~0.75 0.24~0.8
B 1010 300 80~120 75-100 0.15-0.5 0.18-0.6 0.2~0.75
ainless Steel
. RO 200-350 180-245 180~320 160~240 0.27~1.0 0.3~1.2 0.36~1.5
rey Cast Iron
N IREBHR 400-700 155-265 125~225 120~200 0.24~0.8 0.27~1.0 0.32~1.2
odular Cast Iron
c REHR 400 230 120~160 100~150 0.2~0.75 0.24~0.8 0.27~1.0
ompacted Graphite Iron
BE/#ESE
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.12~0.45 0.15~0.5 0.18~0.6
Alloy
. skad 1260-1400 375-410 30~50 0.12~0.45 0.15~0.5 0.18~0.6
itanium Alloy
N il 260-450 75-130
Aluminium Alloy
EEREN
H Hardened Steel ° HRC50-60
Pt
Hardened Cast Iron ° HRC55
RC20 Series
HIHIE %K Cutting Parameters Vc (m/min) fz(mm/z)
w14 MHEEE
ISO MR Tensile Strength AR ACP25A APP25A APU35A F5 M5 RS
Material Group (N/mm2) (HB)
- 430 125 225~270 180~270 160~240 0.24~0.8 0.27~1.0 0.32~1.2
EEEM
Non-Alloy Steel 640-1010 190-300 160~250 150~240 125~225 0.2~0.75 0.24~0.8 0.27-1.0
e 700-950 200-280 150~240 125~225 100~200 0.2~0.75 0.24~0.8 0.27-1.0
Low-Alloyed Steel
= 950-1200 280-355 120~160 100~150 80~120 0.18~0.6 0.2~0.75 0.24~0.8
 BAEW
High-Alloyed Steel 1200-1400 355-415 80~100 75~90 60~75 0.18~0.6 0.2~0.75 0.24~0.8
oo A 780 230 100~150 90~120 0.18~0.6 02075 0.24~0.8
uplex Stainless Steel
BEATEN . - - - -
M i 680 200 120~160 100~125 0.18~0.6 0.2~0.75 0.24~0.8
ARG 1010 300 80~120 75-100 0.15-0.5 0.18-0.6 0.2~0.75
ainless Steel
. RO 200-350 180-245 180~320 160~240 0.27-1.0 0.3~1.2 0.36~1.5
rey Cast Iron
N EREBH X 400-700 155-265 125~225 120~200 0.24~0.8 0.27~1.0 0.32~1.2
odular Cast Iron
c REHR 400 230 120~160 100~150 0.2~0.75 0.24~0.8 0.27~1.0
ompacted Graphite Iron
BE /EES
Nickel Based/Cobalt Based 840-1180 250-350 40~60 0.12~0.45 0.15~0.5 0.18~0.6
S Alloy
e 1260-1400 375410 30-50 0.12~0.45 0.15-0.5 0.18-0.6
itanium Alloy
N 58 260-450 75-130
Aluminium Alloy
EREN
H Hardened Steel ° HRC50-60
itz
Hardlened CastlIron - HRC55
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Insert Wear Patterns and Analysis

eSS e

37

RE S

it

Types of Wear Patterns Reason Analysis Solutions
%EEWP&*ME@ (ARO3 &EBER
VB 5T BT E A S gﬁg%g’f ’
TRETEEME | ¥8ER ; R AR RY
tpmia RS TR BEER A4,
BT ERER Crater-shaped LRETS; - Reduce the cutting speed

Crater Wear

cavities on the rake
face of the indexable
insert

The chip gets in touch with rake
face of insert brings the wear
Insert hardness is not enough
Cutting speed is too high

- Use a geometry with a larger rake
angle

- Use a cutting material that is more
wear-resistant with high Al203
content

- Optimizing coolant

VR BMEME T
. . TIF M BUIER; PR
o BATFTIRET] | JEI%EELS; IEEHHAE,
5l o . iy MR 2
Eﬂﬁéh ERIEEIR HHARAN; 1RALSED;
Wan ace Abrasion on the flank | Insert hardness is not enough - Use a more wear-resistant grade
ear face of the insert Cutting speed is too high - Increase the feed
The feed is too low - Reduce the cutting speed
- Optimizing cooling
TIFRLIRE ERMIEEFNTIR;
HABRK; BNEAE
TEMETET | DEERNORSRE; . | CRERENEL;
57 prefi THRRIERIE; ETIFLEN, DR
Fractures Fractures along the _IrrLse;t tcf)quhnes}fllshnot enough - Use tougher grades
cutting edge e feed is too hig - Use a more stable tool and reduce
The cutting edge is too sharp the projection length
The rigidity of tool holder is not - Use more stable geometries
good enough - Reduce the feed
‘ IRETIHILERE;
| R =B MARAOE ;
ﬂﬁﬁuﬂﬁﬁtﬂﬁu TIRTIORBER]; EEREREMNNTIEMEEURE;
B TETHMEEE | DAMHSUABRTEIE; RALIASHD;
Built-up on R Cutting speed is too low - Increase the cutting speed
p Adhesion of material | The cutting edge is not sharp - Use sharper geometry with a larger
Edge along the cutting enough rake angle
edge on the rake face Inaplpropriate insert material or - Optimizing coolant
coating - Use a better insert material or
coating
\ TR ER R HROIR,
TIRHEHITIS | IR ot R
BT B UIMIREE, BAAK; BITRIRE, B
Plastic 4 Deformation of the PIHREEE; RIS AN,

Deformation

cutting edge due to
thermal overload and
high cutting forces

Insert hardness is not enough
Cutting speed is too high
Cutting depth/feed is too high
High temperature

- Use a more wear-resistant grade
- Reduce feed

- Reduce the cutting depth and the
cutting speed

- Optimizing coolant

TIRTIBITI EBH | pyupsna | i2emanikass s RATRHREFERT DL
) [ESprN=EEE e, 0;
R Multiple cracks DR R EENTIEME;
Comb Crack running vertical to Heat fluctuation - Possibly cutting without coolant or
the cutting edge due Insert toughness is not enough precision coolant
to thermal shock 5 e - Use a tougher insert grade
EERNNERA;
ERTKIIR,;
ERNEE R TIAMR;
TRIBDLEBS | e EEEOENRD;
IR TR ot | TAREBAML HASH; -
Notch Wear s Hard materials process - Use tools with a preceding cutting

=i rlrra

cutting depth on the
insert

Oxide layer face of workpiece

edge (k = 45°/75°)

- Vary the cutting depth

- Use a tougher grade

- Use a more open geometry
- Optimizing coolant
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Turning Formulas

Ve
& n
ap
Q
Fn
2R
Formulas
YIHRE .
Cutmne e Ve = (Dc x 1t x n) + 1000
Spindilil%peed n=(Vc x 1000) + (Dc x )
BHERRE _
Feed Rate Vf=nxFn
SHBNE e
Feed per Revolution Fn=Vf+n
EREMRE -
Metal Removal Rate Q=VexVfxAp
PNIEE - -
Machining Time T=L=+Vf
Definition
Edibagr
n Spindle Speed rpm
IEEE .
Ve Cutting Speed m/min
BEGRE .
v Feed Rate mm/min
LS
Fn Feed per Revolution mm
EHMIER
Dc Workpiece Diameter mm
BHYIR
ap Cutting Depth mm
EREMRE 3,
Q Metal Removal Rate cm*/min
SHMIKE
L Cutting Length mm
N0TBYE] .
T Machining Time min
- EE=3.14

n3.14
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Milling Formulas

n(rpm)
Vec(m/min)
Dc
A
Formulas
Cug]iﬁil%feed Vc=(DcxTmxn)+ 1000
Spinjli]%peed n = (Vc x 1000) + (Dc x 1)
BAEE -
Feed Rate Vi=fzxnx2z
BAHSAE Cyfs
Feed per Revolution fz=Vf+(nx2)
TREMRE - .
Metal Removal Rate Q= (ap > aexVf) = 1000
HNTEiE .
Machining Time T=L=vi
Definition
ESibigr
n Spindle Speed rpm
HIH®RE ;
Ve Cutting Speed m/min
BEGRE .
vf Feed Rate mm/min
AL E
fz Feed per Tooth mm
B®IER
De Milling Diameter mm
. BETIUE
Number of Milling Teeth
IR
ap Cutting Depth mm
I
ae Cutting Width mm
TREEMRE 3
Q Metal Removal Rate ¢m” /min
BOGMIKRE
L Cutting Length mm
0T RY(E) .
T Machining Time min
- EE%3.14

n3.14
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Milling Formulas

SMENEH#N SR E] LA

Cutting Ratio of Cylindrical Interpolation

Vfa

SMNEBICERIHLRIRE Dc
Feed Speed of Cylindrical Vfa=(1+————)xVf [ mm/min]
Interpolation Dw + ae
[ FE &+ N TR jE] Dm x Tt (Dw + Da)Daxm2x60
Cutting Time of Helix Trev = [min] Trev = [s]
Interpolation nxfzxz Vc x fz x z x 1000
EEE B E (D2v - D2w)
Cutting Width of Helix ae=———-— [mm]
Interpolation 4 (Dw + Da)
SMERELER
External Contour
TR LA .
Vfa Feed Speed of Tool Center Path mm/min
B;®IIIMZ :
ba Outside Diameter of Milling m/min
PO ER .
Dm Center Track Diameter mm/min
THERXRER
bv The Blank Diameter of the Workpiece mm
ITHEmER
Dw Finished Diameter of Workpiece mm
IHIZEE
ae Cutting Width mm
R
n Rotational Speed mm
LS
fz Feed per Tooth rpm
L=
7 ES5 mm

Number of Teeth
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HEAMSRFLBYLIHIEL B

Interpolation Cutting Ratio of Hole Milling

hoas Dc
BB BRI LA R - .
Internal Profile Feed Speed Vi =(1- Dw ) x Vf [ mm/min ]
A N TRt E] Dm x 1t (Dw -Da)Da x 12 x 60
Cutting Time of Helix Trev = —— [min] Trev = [s]
Interpolation nxfzxz Ve x fz x z x 1000
E A RIE B E (D?w - D?v)
Cutting Width of Helix e= ——— [mm]
Interpolation 4 (Dw - Da)
EREER
Internal Contour
HRTRE ‘
vf Feed Rate mm/min
) TIEAROHT LG R i
Vi Feed Speed of Tool Center Path mm/min
PIIIMZ
ba Outside Diameter of Milling mm
ROMITER
bm Center Track Diameter mm
IHETHER
bv The Blank Diameter of the Workpiece mm
ITHlmER
Dw Finished Diameter of Workpiece mm
MIRE
ae Machining Allowance mm
L3S
n Rotational Speed pm
BEHAE
fz Feed per Tooth mm
7 oS
Number of Teeth
Trev ERE TR

Circumferential Interpolation Milling Time
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AHNO Milling Technology Application
M2390-TN11
—T HE
I
k i [©
""""" -
Dc
D
RERER
Ramp Milling Information
ETILIHIETR Dc RARGFAE E max RAMRRE ap max
Milling Diameter Maximum Ramp Milling Angle Maximum Ramp Milling Depth
20 1.6 2.7
22 1.2 2.0
25 1.0 1.7
30 0.9 1.45
32 0.8 1.3
35 0.65 1.0
40 0.6 0.9
50 0.5 0.7
63 0.4 0.5

IRHEREAN R (SO

Helix Interpolation Milling (Solid Material)

PIYIEIER D

Milling Diameter

B/)\$HIFL1E D min
Minimum Milling Diameter

RAHIFLIE D max

Maximum Milling Diameter

EAYIR ap max

Maximum Cutting Depth

20 37 40 1.2
22 41 44 1.0
25 47 50 1.0
30 57 60 1.0
32 61 64 1.0
35 67 70 0.9
40 77 80 0.9
50 97 100 0.9
63 123 126 0.9
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AHNO Milling Technology Application
M2390-TN17

ifl d
Pre Holes d
EnetEsh et (BTAFL)
Helix Interpolation Milling (Pre Holes)
STIYINIE R d min = Dc d =1.25*Dc d =1.5*Dc d =1.75*Dc d =2*Dc
Milling Diameter
gDc BAIR | RAUIRE & RAIR | RAUR | AR | RAUR | AR | RAURE | SRR RAUR
Maximum Maximum Maximum Maximum Maximum Maximum Maximum Maximum Maximum Maximum
Cutting Depth| Cutting Width |Cutting Depth| Cutting Width |Cutting Depth | Cutting Width Cutting Depth| Cutting Width Cutting Depth Cutting Width
32 0.16 1.5 0.33 2.8 0.44 4.0 0.7 5.0 0.9 6.5
40 0.22 2.0 0.38 3.5 0.55 5.0 0.9 6.5 1.15 8
50 0.27 2.5 0.5 4.5 0.7 6.5 1.0 8.0 1.4 10
63 0.33 3.2 0.6 5.5 0.9 8.0 1.45 10 1.8 12.5
80 0.55 4 1.0 7.0 1.45 10 2.15 13 2.6 16
100 0.7 5 1.2 9.0 1.8 12.5 2.7 16.5 3.3 20
125 0.9 6.5 1.6 1 23 15.5 3.1 20 4.1 25
160 1.2 8.0 2.0 14 2.9 20 4.3 26 53 32
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AHNO Milling Technology Application

M2390-XO
ap _
RERER
Ramp Milling Information
P XO10(R<1.2) XO16(R<2.4)
TSR BARARE BRI BARARE BARHRE
Maximum Ramp Milling | Maximum Ramp Milling | Maximum Ramp Milling | Maximum Ramp Milling
Angle Depth Angle Depth
16 11.7° 6
20 8.3° 6
25 6.1° 6 12° 15
32 4.4° 6 8° 15
40 3.4° 6 5° 15
50 2.6° 6 4° 15
63 3° 15
80 2° 15
100 1.5° 15
125 1° 15
160 e 15
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AHNO Milling Technology Application

M2390-XO

IRHEREAN L (SSOEL) - X010 &5

-~

Dc

Yy

RBEHIFLE

Minimum Milling Diameter

Spiral Interpolation Milling (Solid material) - XO10 Series

RABHIFLEE

Maximum Milling Diameter

STIUINIE R X010 X010-R0.2 X010-R0.4 XO010-R0.8 XO10-R1.0 X010-R1.2
Milling II)D(i:ameter B NHITLE I
Minirnum Milling Maximum Milling Diameter
16 28.4 31.6 31.2 30.4 30 29.6
20 36.4 39.6 39.2 38.4 38 37.6
25 46.4 49.6 49.2 48.4 48 47.6
32 60.4 63.6 63.2 62.4 62 61.6
40 76.4 79.6 79.2 78.4 78 77.6
50 96.4 99.6 99.2 98.4 98 97.6
IZREIEANEE (SO - XO16 &5
Spiral Interpolation Milling (Solid material) - XO16 Series
SETYINIER X016 X016-R0.4 X016-R0.8 X016-R1.2 X016-R1.6 X016-R2.0
Milling Diameter N —— _ )
25 436 49.2 48.4 47.6 46.8 46
32 57.6 63.2 62.4 61.6 60.8 60
40 73.6 79.2 78.4 77.6 76.8 76
50 93.6 99.2 98.4 97.6 9.8 9%
63 119.6 125.2 124.4 123.6 122.8 122
80 153.6 159.2 158.4 157.6 156.8 156
100 193.6 199.2 198.4 197.6 196.8 196
125 2436 249.2 248.4 247.6 246.8 246
160 3136 319.2 3184 317.6 316.8 316
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AHNO Milling Technology Application

M1300-RC
*4" ;kpmw
Ee
Da
KSR
Ramp Milling Information
STIINIE R RC10 RC12 RC16 RC20
bo
Milling Diameter —_ - - - - = = = = = = .
Da RARGAE BAORMRE @ SARBAE | SARRRE @ SARBAE  RARBRE | SRARSAE  RARWRE
Maximum Ramp | Maximum Ramp | Maximum Ramp | Maximum Ramp | Maximum Ramp | Maximum Ramp | Maximum Ramp | Maximum Ramp
Milling Angle Milling Depth Milling Angle Milling Depth Milling Angle Milling Depth Milling Angle Milling Depth

25 13.2° 5.0
32 12.6° 5.0
35 12.3° 5.0
40 9.5° 5.0 9.0° 6.0
50 6.4° 5.0 7.0° 6.0
52 6.1° 5.0 6.5° 6.0
63 4.7° 5.0 5.0° 6.0 7.0° 8.0
66 4.4° 5.0 4.5° 6.0 6.5° 8.0
80 3.0° 5.1 5.0° 8.0 7.0° 10
100 2.0° 33 4.0° 6.8 5.0° 8.6
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AHNO Milling Technology Application

M1300-RC

IRHEREAN R (SO

Helix Interpolation Milling (Solid material)

a

Da

BRHFLE d

Milling Diameter d

SETIYIYIER RC10 RC12 RC16 RC20
Milling Diameter ; ; » ; . ; ; ;
Da RGHIFLE  SABMEIFE | RIBEIFLE | SABEIFE SOBEIFLE | RABHIILE | SOBEIRE | RABHIFLE
Minimum Milling | Maximum Milling | Minimum Milling | Maximum Milling | Minimum Milling | Maximum Milling | Minimum Milling | Maximum Milling
Diameter Diameter Diameter Diameter Diameter Diameter Diameter Diameter
25 32 50
32 45 64
35 51 70
40 61 80 56 80
50 81 100 76 100
52 85 104 80 104
63 107 126 102 126 94 126
66 113 132 108 132 100 132
80 136 160 128 160 120 160
100 176 200 168 200 160 200
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AHNO Loong Series-Assembly Parts and Accessories

TIFR SR IRET
Insert Clamping Screw
s BETRIS Torx EEHE R
No. Screw Type Fastening Torque Diameter
1 AF9041 7IP 0.8 Nm M2.5%6.5
2 AF9011 8IP 1.2Nm M2.5%7.3
3 AF9051 9IP 2.0Nm M3*6
4 AF9021 9IP 2.0Nm M3*7.3
5 AF9061 10lP 3.0 Nm M3.5*%9
6 AF9062 151P 3.0Nm M3.5%10
7 AF9052 15 3.0Nm M3.5%11
8 AF9012 15IP 3.0Nm M4%*8.5
9 AF9042 151P 3.5Nm M4*10
10 AF9022 151P 5.0 Nm M4.5%11
1 AF9031 20IP 5.0 Nm M5*13
12 AF9063 201P 5.0 Nm M5*14
13 AF9064 251P 7.5Nm M6*15
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AHNO Loong Series-Assembly Parts and Accessories

Fli% - Loong RE&RFIF M - IEARTF

3% - Loong BER Y@ - SARAARTF

AHNO Loong Series-Flag Wrench

AHNO Loong Series-Key Wrench

s BUTIRS . s BUTIRS .
No. Screwdriver Type No. Screwdriver Type
1 AF8010-TO7IP TO7IP 1 AF8020-T07IP TO7IP
2 AF8010-TO8IP TO8IP 2 AF8020-TO8IP TO8IP
3 AF8010-T09IP TO9IP 3 AF8020-T09IP TO9IP
4 AF8010-T10IP T10IP 4 AF8020-T10IP T10IP
5 AF8010-T15IP T15IP 5 AF8020-T15 T15
6 AF8020-T15IP T15IP
7 AF8020-T20IP T20IP
FIi% - Loong BERFIF= & - $847] FIi% - Loong BERIF - T BURF ®
AHNO Loong Series-Screwdriver AHNO Loong Series-T-shaped Wrench
Fs BuUTIRS Torx Fs BUTIRS o
No. Screwdriver Type No. Screwdriver Type
1 AF8030-T15IP T15IP 1 AF8040-T25IP T25IP
2 AF8030-T20IP T20IP
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Application Information

BERE TR
Hardness Conversion Table
R EREE (HR) o
3% RE
i {Eﬁ’l;f;lﬁ 2&5&7\%5 1 I:?.Okg EHaH 100kg $WEK Tenﬁ*eisasg%\gth
iamond Cone Steel Ball (N/mm?)
(HRC) (HRB)
208 198 - 93 667
212 201 - 94 680
217 206 (16.0) 95 696
220 209 (17.5) 95 706
222 211 (18.7) 9% 716
235 223 (19.1) 97 755
242 230 20.2 97 775
248 236 22.1 99 794
257 244 23.1 100 824
262 249 24.1 100 838
266 253 24.8 101 853
272 258 25.7 101 870
275 261 26.4 102 880
277 263 27.0 103 892
291 276 29.1 104 941
302 287 29.9 105 971
308 293 309 106 990
315 299 32.1 107 1020
322 306 323 107 1035
325 309 32.4 107 1049
338 321 336 107 1089
343 326 35.4 108 1118
361 343 36.6 109 1157
369 351 37.6 110 1187
383 364 39.4 - 1236
392 372 40.3 - 1265
408 388 41.7 - 1314
425 404 42.9 - 1363
433 411 43.6 - 1390
441 419 44.6 - 1422
447 425 45.0 - 1447
455 432 458 - 1471
470 447 46.9 - 1520
485 461 48.1 - 1569
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